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1.0 Warranty and Service

JET wosrants avery product it selle against manutactrcrs’ dofects, i one of owr ool naods SErica OF Fpalr, pMeass
conmtect Technical Sarice by caling 1-800-274-68456, BAM to 5PM CST. Monday through Friday.

Warranty Parlod
The genaral wamanty |asts for the e petod specilied in the Meratuia included with your product o on the official
JET teanded wabsild.
& JET producis carry 3 lmitad warranty which vanes in dursiion bated upon fhi praduct. (See chart balow)
*  Accessoncs camy a limsed warmmnty of one yaar from the dato of recsipt.
= Consemets sms are dafned as expendable pans of accessonas expacted to become inoparalila within o
raasonable amount of use and are covarad by a 80 day limited warmanty apainst manufascturers defecis.

Who s Covered
This wasrranty covers only e infiial purchases of the product from tha date of delivery.

What ls Covared

This weimanty cowers any dofacts in workmanship or matenals subject 1o the limitations stated bafow. This warranty
doas not cover failures due directly or indiractly io misuse, abusa, negligence or sccidents, nornal wear-and-iear,
impropar repair, altarstions or iack of mantenance. JET woodworkng mschinerny & dasigned to ba Used with Wood.
Usa of thase machings in the processing of metal, plastics, or othor materists oufside recommendad guidefines may
void i warranty, The exceplions am acrylics and other natural ilems that an made specifically for wood Tuming.

Warranty Limitations
Woddkanorng praducts with & Freae Yasr Warranty that ank usad Ior commaraal of mdusinal purpeses dalsult b &
Two Yaar Warranty. Plesse contacf Technacsl Service at 1-800-274-684€ for furiher charficaton.

How to Get Technical Support

Ploase contact Technical Sanvice by caling 1-800-2T4-50456. Pleass nole that you will be asked to provide proof
of initial purchase whan calling. if a product reqguires furthes inspection. the Technical Sendce reprasentative will
axplain @ assisl with any adddional action neaded. JET has Authorized Sendce Cenbors localed fhmolghout B
United Statess. For thi nama of an Aunonzed Senics Cantid in your arss call 1-500-274-5846 or usa fha Service
Cemar Locator on ihié JET wabsita.

Mora Information
JET s constantly adding new prodects. For compleda, up-toedabe product information, check with your loead distibutar
of visil tha JET wobsito,

How State Law Applies
This waranty gives you speclic legal rights. subject to applicable state law.

Limitations on This Warranty

JET LIMITS ALL IMELIED WARBANTIES TO THE PERIOD OF THE LINATED WARRANTY FOR EACH PRODUCT
EXCERT AS STATED HEREIN, ANY MPLIED WARRANTIES OF MERCHANTABRILITY AND FITHNESS FOR A
PARTICULAR PURPOSE ARE EXCLUDED. SOME STATES DO MOT ALLOW LIMITATIONS ON HOW LONG AN
IMPLIED WARRANTY LASTS, 50 THE ABOVE LIMITATION MAY NOT APPLY TO YOU.

JET SHALL W MO EVEMNT BE LIABLE FOR DEATH, INJURIES TO PERBOMNE OR PROPERTY. OR FOR
INCIDENTAL. CONTINGENT. SPECIAL OR CONSEQUENTIAL DAMAGES ARESING FROME THE USE OF OUR
PFRODUCTS. SOME STATES DO NOT ALLCAWY THE EXCLUSION OR LIMITATION OF INGIDENTAL OR
CONSEQUENTIAL DAMAGES 50 THE ABOVE LIMITATION OR EXCLUSION MAY NOT APPLY TO ¥YOU

JET spbs through distibutors only. The specifcations isled in JET printed matersxds and on official JET webste e
given as ganeral information and @ et binding. JET reserves th right o effect at amy time, without poor notios,
those alleratons 1o parts, fittngs, and accesgory equipment which thay may deem necessary for any reason
whatasawer JETY hrondod products scs not sold n Cenads by JPW indusines, e

50 Days — Parls; Consumalble dorms

1 Year - Mators, Neaching Accassories

2 Yeor - Matabworiing Machinary: Elecmec Hoisis, Elaciric Hoist Accassones; Woodworking Sfachinery wsoed
fior industrial of commircial pUMPOGES

.EFPE.IE?MHE@W TS kgl
Limited Lifatima — 85T Paraflal clamps: VOLT Saries Elechnc Hoists. Manual Hum Manual Hoest

Acoessones. Shop Toss: Warehouss & Dock products: Hand Tooks: Air Tools

NOTE: JET is & deagion of JIFW Indusines Inc. Referoencas in this document o JET aiso apply to JPW indusiries,
Inc_, or any of i8 succesBors N inforest 1o tha IET brand.



2.0 Table of Contents

Section Page
10 Safu'b;'u'i’arnu'lgs .......................................................................................................................................... A
A0 AR ThE RSO . (il et el g L 5
60 Unmlhgmﬂheﬂlnncmhnu T S
) i e e s G b T s B e o L T
T T
B0 Ehuln::ﬂﬂmrmtnﬂ ........................................................................................................... B
9.0 Product and Controts Bentfication ... ..o e e e e 9
1{14 mwg&wm .............................................................................................................. 14
11.0 Blade Selection . LT ST S R - Bl Ao LI S LA S e ey
T B Tyl e e e il i i e 14
BRI e T 14
s Ermkmlnuﬂwsnﬂadt. 15
11.6 Metal Chip Indicalors ... R TR TALSRN 1 Saaitha, |-
S O MM ... o) s i e o i b 2 o i a5 bbb 15
1210 Band Saw OpBration ... .ottt e et e et et 15
12.2 While Saw 5 RUNMNG ..o e i asansst s abig Jethta b bt (s e bt e g i, $8
12.3 Blade Break-In Procethme . e 16
124 Eunlrmting Cotfing Efiedamy. Lol s e gl el s _16
125 Matarial Eﬁuﬂ.ﬂn .............................................................................................................................. 16
131 I'-‘rq:.n‘rrgttu SuEh:laF"rhIhi'l'ﬂidmg ............................................ e 17
R Wy T e e e e e i e b M e M R s e 218
133 .imuing .......................................................................................................................................... 19
14.0 I.hnwm ........................................................................................................................ _21
141 Daily Maintenances... e

P Tiablaheeiingy e e e e e e e L2
15.1 Driver Error Codes ... B T T L R W LB R L N T e
‘.IE-I- L T e e 25
166 "Wk Iolborruarnrnl Poetslre o s e B e 26

17.0 Replacemen| Parts ., SRR |
17.1.1 mﬂsqmmmﬂum E:;m:iad'n.rm ............................................................... 28
17.1.2 VBS120TvS-DC Guide Fost & Work Table Assembiy = Exploded View ... 28
17.1.3 VBS-120TVS-DC Drrve Sysbtem Azsembly = Exploded View . -3
IT21 VBS-120TVS-DC Band Saw — Pars LESE . .. ..o s ostostctimstint ot 8



3.0 Safety Warnings

1.

10.

11,

12,

Read
manual
operation

Read and understand the wamings posiead on
the machine and in thes manual. Faluwe o
comply with all wamings may cause setlous
Replace the warming labels if they become
obacured or removed.

This band saw should only be used by
propardy trained and skiled operators: Do not
correct and safe operation of this band saw
Cndy use this band saw for s intended use. If
used for gther purposes, JET dsdaims any
rmal o imphed warranty and holds el
harmisss from any injury thal may resull from
that use

Do not modly thes machme in any way.
Modifications can cause senous injury 1o the
cperalor or others and may damage the
maching

arnd understand the enlme owned's
before  atiemplng assembly o

Do not bypass or defeal any salely nterdock
systems.

Always wear approved ssfely glassesiace
shigids while usng this band saw. Everyday
eyeglasses only have impact resistant lenses:
they are nol safely glasses

Wear ear protectors (plugs or mulfs) dusing
extended penods of operafion.

Wear appropriale dus! mask Dol created
while using machery can cause cances, birth
defeds, and respiratory damage Be
gwara of the dust hazards associated with aill
bypes of malserials.

Bedore operaling this band saw, remove lis
rings, waltches and cther jewely, and ol
sleeves up past the elbows. Remove all loose
clothing and confine long hair.  Mon-skp
foolwear o -anl-skid Moo strips are
recommended. Do nol wear gloves when
operating the band saw. Abways wear leather
glioves when handing the biade during
mainkznance and repair activity.

Do not operate this machine while Bred or
under the nfluence of dnigs, aicohod or any

ol

13,

15

18.

1.

14

18,

21

. Check damaged guards or pafis.

Be aware of cul and pinch paints. The maving
saw  blade will cause serous  injury
condacied, Keep fingers, hands, amms, and all

body parts away from the moving saw blade.

. Thes maching has a [aser kne culling guide. Do

nol stare into beam or view directly with oplical
insfruments. Avoid exposure o the leser
baam.

Make sure the OFF bulton iz pressed before
connecting the maching io the power supply.
Tum off all controls before unphigging

Make sie the machine is properdy grounded.
Connect Io & propery grounded outie! only.
See Grounding instructions.

haka all rmachme adjustments or masntenance
with 1he machine OFF and unplugged from the
POWES SOUrce

Befora turning maching ON, remove adjusting
kays and wrenches Form a habil of checking
o zee thal keyvs and adjusling wrenches are
removed rom ihe maching befors use

Always keap safety guards in place whan the
maching is in use_ If removed for maintenance
PUrpoSEs, Use exireme caulfon and replace
ihe guards immediately after mainenance is
complete.

Before
further use of the maching, carefully check a
damaged guand or par to see d i will operate
and parform ds infended functhon.
Check for alignment of mowing parts. binding
moving pans, breakages of parts, mounting,
any other conditions thal may affact ks
hun Propery repar or replace a
damaged guard or part that will not cperate
proparly and padorm its intended function.

Prowade for adeqguale space surounding wark
area. Provide non-glare, overhead lighting

1

27 Kesp blade sharp and properly adiusted for

23,

24

best operation.
Keep the Boor sround the macdhine dean and
free of scrap matenal, ofl and greasa.

Keep visitors a safe distance from the work
ared. Keep children away,

25. Maka your warkshoo child-proof with padiocks,

master switches or by removing siarer keys.

26, Do not overlead this maching. By overlpading

the machine, you may cause infury from Rying
parts,

Give your work undivided attenton. Looking
around, carrying on 3 comversation and horse-

play” are careless acls thal can resull in
SEEOUS INjury,



28. Maintaun a balanced stance at all irmes 50 that 38, Wevar lpave the machina running unatiended,

you do nol fall into the blade or other moving Tun the power off and do nol eave the

parts. Do not overreach of use excessive force maching untl it comes 1o & complete stop

50Ny RN Cybcalion 37. Remove loose lems and unnecessary wark
28. Use the nght tool at the comecl speed and pieces from the ama befores staring the

feed rafe. Do nol force a lool o aliachmen to machine.

do & job for which il was not deagned. The :

right tocl wil do the job better and more safaly as A}Hmm& push shcks when cutting small
30. Dress your work pece edoes. Always chamfer , )

and debu ail sharp edges. 39, Raise or lower blade guide only when maching

is twrned off and blade has stopped moving

1. Lk iprope 40. Do not alow the saw blade to rest against the

m“mmm workpiace when the saw s not nenning.
3z mmwmwh“:‘mﬂ;ﬁ 41, The saw mus! be stopped, and the eiscirical
and ng ace mpm_mmmmmm
chary periodic service or maintenance s perdormed
33, Thiz machme is equipped with an emergency on the machine
siop button. In the event of incomect operation : :
or dangenus condtions, press the emergency 42 Remove cul off peces carefully, keeping

hands away from the blade. The saw must be
sloppad. and the elecirical supply cul off or
machine unplupged before reaching into the

stop buion to immeadiately siop the machine.
When the dangerous conddfion is fiked, twist
the emergency slop bullon clockwize to rezsl

The machine can be started after the CUting ons
emergency bufion reset 43 Dont use in dangsrmus environment Don't
use power tools in damp or wel location or
3. Tum off he machine before deaning. Lisa a
brush or compressed sir 1o remove chigs o Iﬂ_ﬂm'ﬂmﬂ-ﬁﬁﬁmmwﬂ
debrig — oo not use your bare hands. ighted.
35. Do not stand on the machine. Senous injury
could occur if the maching bips over.

Familiarize yourself with the following safety notices used In this manual:

AUTION Thi= means that if precautions are not heeded, it may result in minor injury and'or possible
machine damage.

[AWARNING
death.

This means that If precautions anre nol hesded, § may resull in Serows injury or possibly even

4.0 About This Manual

This manual s provided by JET covenng the sale operalion and maintenance procedures for a JET Model
VBS-1207V3-DC Band Saw. This manual containg instruciions on installation, safely precautions, general
operating procedunes, maintenance instructions and pans breakdown. Your machine has besn designed and
construcied to provide consistend, long-tenm operation o used in accordance with the instruchons as set forth in
this documant.

If there are guestions or comments, please contatt vour keal supplier or JET. JET can also be reached af ouwr
web sile: wwak jefiools com,

Refain this manwual for fubsre reference. If the machine transfers ownership, the manual should accompany it

WARNING Read and understand the enfire contents of this manual before allempting assembly
or operation! Failure to comply may cause sarious injury!



Regestar your product using the maikin card prowided or register online:
wany jeiboots Comiproduct-regisiration

To quickly reach the product registration webpage, scan the QR code below.

5.0 Specifications

Mods! number v g PR e i i VES-1200VS-DC

Electrical

Maen Dirfve Motor . e a ey e THP 220V { 441 10P [ 3Ph [ 2500RPM
Grinder Maotor : A TEHP M 110V 2P MPR (G0Hz | 3450 RPN
Transformer for Welding .., g e e . CL2KVA T 11N
B DG Roted. o e n cigene i sl il i 1HF‘I1IZI3-12|‘.}"."I'1F"I1I.|:¢|ut

Ganeral
Blade Speed .. i o il L s s b . Mariable Speed BLDC
MW:FPM i B B AL B0-1200 FPM

Height Capacity (Max. in ). . [ BB {1mmn,~ Leser Capacity: 4.52° (115mm)
Thmat Capacity (Max. in.}.__ Ml L v bt - 12.2" (310mm}

T R I g5 eI e e e s R s e e e 1594'!'5955 1-1-[|5r:rmnﬁﬂ'l}rrmi
Tabla Tilt ... L i S ) LS oA 3 i JAFRIISL
Ead%i.ﬂﬂgtﬂt-"ﬂﬂ'-"h InJ R it P, sl HET"-iﬂETﬁ'ﬁEﬁ’fﬂl 2610mm)
Bilachs WA (MIFL = MAE3 IR oo B8 - 0517 (3-13mm)
Blade Thickness R A A B MR e . 10.08%5* (0.64mm)
Standard H-B-:‘-hm Hﬂdﬂ {ll'l.] .................................................................................................. U.ET [Bmm) 14T
Table Height (In.) ... D e e AR LA bk LA i bt i s i Y - IR THTL)
Biademﬂmmmrh} , . SRS wi} ; 12" (310mm)
L':I'mmll Dlmumu'l I:In :| 33.DT X 2:133 161 4.2" 1E4Dmm x EEIrrIn x 1EEEhTmi
Packagng Dimensions I1n ] e gy L3647 x 242 x 6B (S25mm x 615men x 17 30mm}

Weights:
Met,. ... - , eidenr e . v 48 s {158, 5kg)

The  spocifcalions in s mangal wienn currend &8 Ime of publicabion, Bl becatse of our polcy of confinuous
improvamed, JET resanas the nght to chanpe spacfications at any time and withou! priar nobica, withoud (neurring
pivigatong.



6.0 Uncrating and Checking
Contents

AWARNING|  gupocation  Hazard!
Immediately discard any plastic bags and
packing malerizls to eliminate choking and
suffocation hazards to children and animals.

This maching ks shépped compiets. Separats all
parts from the packing materal and carefully chack
them. bake cerlain all items sre accounied for
before discarding any packing matenal
IMPORTANT: If any parts are missing, do not
place the machine into service until the missing
parts are oblained and installed correctly.
Uncrale the band sw. Conlact your disinbutor #

any damage has occurred duning shippeng or i any
ilems are migsing

6.1 Contents

¢ Bandsaw

« Chip Tray (1) {instalied in lower cabingl)

« Hex Bofts (4], M12x£5 for Machine Leweling
» Hex Mute (4), M12 for Machine Levesing

6.2 Cleaning

AWARNING Do not use gasoline or other
petroleum products 1o clean this machine. They

have low flash points and can explode or cause
a fira,

AWARNING When using cleaning solvents,
work in a wellventilaled area. Many cleaning
solvents are toxic if inhaled,

This maching may be shipped with a8 rusiproof,
wary coaling andior gresse on the exposed
unpainied medal sufaces. You musi completely

ramova this probective coating using a degreaser o
sohent cleansr. Moving tems will need o be
moved along their iravel path io alow for deaning
the entire surface. For @ more thorough cleaning,
some parts will occasionally have o be mmoved.
Do not use acetone or brake cleaner as they may
damage panled surfaces.

6.3 Lifting and Transporting
AWARNING and  camying

operations should be performed by skifled
workers, such as a lift truck operator or crane
oparator. If a crane is used to lift the machins,
attach the lifting chain carefully, making sure
the machine is well balanced.

Folow thase guidesnes when Mbng with a truck or
irofey:

T bift treck mest ba able io [ at bast 1.5

2 times the maching’s gross weight

2. Maks sure the machine is balanced. While
Irarsporting, avoid rough or jedky mobon, and
matlain 8 sale clearance rone atound the
frarsport anea.

3. Usa a forklift wih sufficient ifting capacity and
forks ihal &% long ehough lo réath fhe
complete width of the machine

4 Remove the securing bolls thal altach the
machine b the pallet

5 Approaching the machine from the side, kit the
maching on the frame {aking care thal there
are no cables or pipes in the area of the forks

6. Mova the machine ko the required position and
lower gently to the floor.

I. Level the maching so that al the supporiing

scraws ane taking the weight of the machine

and no rocking & aking place. See slep 12 in

Section 7.0 Instalfation

7.0 Installation

Consider the folowing when looking for a8 Sutable

lecation 1o place the machine:

Dwerall weight of he machine.

Weagiht of matensl being processed

Sizes of malgrial in be processed through the

machine

Space nesded for sumiliary stands, workiables,

or pther machinery

Chsarance from waills and other obstacles

Maintain an adequale working ares around the

machinge for safety.

T, Have the work area wel luminated with
proper lighting

8. Keep the fioor fres of oll and make sure L &
ot skppery

9., FRemove scrap and waste matenals regularly,
and make sure the work area & free from
obstrucling ohjects

10, If long lengths of matenal are o be fed mio the
maching, make sure hal they will not exend
inio any asles.

11. Floor; The machine should be placed on a
el concrele fioor, capable of supooring the
weighl of the machine, work stock, and the
operator, Provisions for secuning it should be
in pasifion pror to placing the machine. The
accuracy of any machine depends on the
precise placement of i1 to. the mouniing
surface,

12 Loveling: This machina disinbutes a large
amounl of weight over & smafl area. The floor
should be a level surface. Install the four
M1Zxd5 hex bolls and MI2 hex nuts to the
base flanges as shown in Figure 7-1. To level
the: machine, place a machinist's lavel on the
table and observe In bolh directions. Place
metal shims under the appropriale leveling

L

el o

e

@



boits: Tightan hex bolts and nuts and recheck
for leval. Adst the levaling bolts and muts a3
nesdad uniil the table 5 level
13. Working Clearances: Take info consideratian
the aize of the matenal o be processed. Make
sure thal you allow enough space for you o
operaie the machine frealy
14 Power Supply Placement. The power supply
should be localed close enough to the
machine =0 that the powsr cord is not in an
area where it would cause a tipping hazard.
Be sure o observe al electncal codes i
instaling mew circulls-andior oullels:

Rk P "i. e J *‘
=on V.5 RIS

Figure T-1 Leveling Bolfs and Muls

7.1 Anchoring the Machine

Follow these guidelines whan anchorng the

megschires to the floor

1. Once positonsd anchor the machine o the
fioor, as shown in the diagram Lise bolts and
gxpansion plugs of sunken Ge rods that
connect through and are sized or the hoies in
the base ol the stand.

2. This machine requmnes a solid foor such as
concrele al & minimum of 47 [(102mm) thick. §
{153mm) minimum is preferred

8.0 Electrical Connections

AWARNING| o siectrical connections
must be done by & qualified electrician. All
adjustmenis or repairs must be done with
maching disconnected from power source.
Failure 1o comply may couse serious njury.

AWARNING| 0o sure the  slectrical
circuit, receplacle, and conneclions are
propery grounded,

The VBS-1207V5-DC Band Saw & rated at 110V,
80Hz alternating current. Verify the input power
supply balore making any slactrical connediions.
Befors connedling the machine to the power
spurce, make sune the power source (s OFF

The band saw must be grounded. A gquaified
electrician  can  maks the proper  electrical
connections and confirm the power on gile is
compatible wilh the saw

Before conneciing 1o power source, make sure the
OFF button is pressed. Check the woltage and
frequency of the power 1o see f they meet with the
requirement, he allowed range for the vollage &=
5%, and for the Fequency = =1%.
Considerations

*  Cibssnm local slecinical codes when
connecting the machine.

=  The crowt should be protected with a tme
delay fuse or circuit braaker with an amperage
rating shghtly higher than the full lesd current
of maching,

= A senambe electnical ciroul should be used For
your machine. Before connecting the motor to
the power Ene, mzke sure the OFF bufion is
pressad in and be sue that the slecine curmen|
is of the same charactersbcs as indicated on
the machine

= All bre connactions should make good contact
Funning on low voltage will cause the machine
o operate poory

& |ri the event of a malfuncton of breakdown,
z}rmmmnpaﬂtdlmtm

glectnc curment o reduce the sk of electnc

shock This machine is equipped with an
electrc cord having an equipment-grounding
conductor and a grounding plug. The plug
mesl be plugged inte 2 maiching cutlet that is
properly mstalled and grounded in acoordance
with all local codes and ordinances.

¢ |mproper connection of the equipment-
grounding conductor can resull in nisk of
elechric shock. The conduchor with insulabion
having an outer surfsce that is green with or
without ysliow siripes is the equipment-
grounding conductor. if repair or replacement
of the electnic cord or plug s necassary, do not
connect the equipmeni-grounding conductor to
& hve terminal




v Check with gualified slecirician or serdice
personned if the grounding instructions are not
comgpletely undersiood, or if in doubt as 1o
whether the machine is propedy groundied.

*  Repairor replace damaged or wom cord
Extension Cord Safety

Exiension cord should be in good condition and
rruat_‘lha MiMimLm wire gauge requirements below;

[‘&mpere | Total Langth of
| Rah VOIS | cord in Faat
Mors | Mt [ 110 |25 [s0 |00
Than Mo | =
Than AWG
L 18 116 | 16
& | 10 8 | 16 | 14
10 12 16 | 18 14
1z | 18 14 |12 | Mo

Table 1 Extension Cord Recommendabons

An  undersized cord decreases line  vollage.
cising loss of power and overhealing. All cords
should use 3 ground wire and plug pin
Power Cord Connection

1. Make sure the OFF bution is pressed.

2. Urwrap the power cord and route the cord
@way from the machine towand the power
supply. IMPORTAMNT: Route the power cord so
thal it will not become entangled in the
rmaching In any way. Do nol creale a irp
hazard with the power cord

3. Connect the power cord (o the power supply
and check that the power cord has nol been
damaged during instaliation.

4. When the machine i clear of any obstruchon,
press the ON bulton io test the operabon,

5. Press the OFF bulton to slop test operation.

9.0 Product and Controls
Identification

OVERALL MACHINE
Rafar to Figune 9-1

Figure 51 Madn Produdt Idontification

A - Power Cord: Venfy maching power
requirernents before making connediions.

B = Grindar: Grinds welded orea of blade back o
onginal material thickness

C - Blade Welding Station: Weids blade togelher.



D - Blade Shear: Tnms end of blade square pror
lo welding. Cufs saw bands ranging in wadth from

00&Z 1o 17 (1.6mm 1o 254mm) and thickness ol
0.025" to 0.035" (0.63mm o 0.8%mm)

E - Emorgency Stop Switch: Removes power 0
he operating confrols and slops aperation

F - Start/Stop Control: Push tuttons to start and
tun tha saw biade and stop the smw blada when
the cut s complets.

G - Variable Speed Knob: Changes the speed ol
the saw blade. Used while the machine is rurning.

H - Spead Display: Dusplaye the spesd ol the
bade in FPM (Feet Par Miniute)

J = Spead Chart Dial: Select spead and mich for
vanous matenais io be cul.

K - Upper Whese! Housing Doorl Houses he
upper pulley, and lensioner,

L - Guide Post Tension Knob (not visible):
Localed on the back side of the upper whel
housing, use this o loosen the guide post fio
adjusiment

M - Guido Post Adjustment Wheal: Use to raise
of ower the guade posl o provide minimum
clearents 1o the work pece.

N - Work Lamp: Provide additonal fight to the cut
ares

O - Blade Tension Adjustment Wheel: Tum w
inceasse or dacrease binde ension.

P = Laser Line Guide: Laser line projecis fo work
piace to show where blade will oA

Q@ - Air Tube: Provioe air o the work sile to Diow
chip away from cul area.

R - Upper Blade Guide: Holds the blade in
posfon and maumizes blade twist

8 = Work Table: Supporis material and provce
several ways o conbrol angle culs

T - Table Tikt: Trunions used o afiow the tabia 10
bl up to 157 dedt or right.

U - Lower Wheel Housing Door: Houses the
drive puliey.
¥V = Biade Break Sensor; Stops saw if the blake

breaks or if the Bade tracking = off causing the
blade 1o come off the whesl

W - Door Limit Swilch: There = a door bmid
wwitch on both the upper and lower wheel housing
doors. These lmit swilches will siop the saw if
gither door 5 opened during operation or prevent
the saw from starting is either door 5 not fully
closed.

0

CONTROL PANEL
Rafer to Figure 9-2

e v

Figare 5-2 Controd Paned idenbificalion

A - Blade Speed Indicator: Displays the spesd of
fhe blade in FPM (Feet Par Mimue)

B - Spead Control: This polenbomeder will vary
the inpul signa, which in bum will vary the vollage
culpul 1o the molor, thus controlling the speed of
the motor and then the blade.

C « ON Puszh Button: Press this button ko starl and
run ihe biade when operating conditions are sale
for the biade to move. Make swe the biade is
rotating dowrmeard towards tha work fabla.

D - STOP Push Bulton! Press this bulton (o slop
the bizde any lime thal the operalor i nol directly
and actively engaged in-a cutling operstion.
E - Emergency Stop Button [E-Siop): In the
eveni of incomecl operation of  dangemus
conditions, e maching can be  siopped
muTEdEtﬂ}yhwaarqhuEEhm Twist
Ih!ramm gancy stop button clockwise (ow) to reset,
FIm;uﬂmgHuE—S‘h:pmllnntulnﬂm
rnnd'nlne



WELD STATION
Refer fo Figure 3-3

Frguro 8-3 Weld Stabon idemiifcation

A - Welder Controls: The pressure selsci
switch Is used io set the pressure or force used
I press (he ends of the biade together, Press
and hold the green weld bution 1o compleie the
weld. Press and hold the red anneal push button
i anneal (coolfharden) the weld

B - Weld Jaws/Electrodes: The weld jaws clamp
and hold the blade in position during the weld. The
lefl jos moves toward the righl with the pressune
82l on |he Pressure Dkal Both jews are the
electodes which transfer the elecirical current o
the blade materal being weldad to creale the weld
puddia (mefed metal) which will fiow together to
medl the ands together as one plecs.

€ - Grinder Switch: Toggle the switch to the
OM positon to siart and run the grnding wheal.

D = Grinding Wheel: Grind the blade to remowve
rough spots and treate a smooth surface
withoul making the area tenner than the rest ol
thie blade

BLADE ADJUSTMENT
Rofer to Figure 9-4
A - Blade Tenslon Handwheel: Tum clockwse o

lension biade: counlasclockwise o release fenson
on blade

B - Upper Guide Post Lock Knob: Tum
countsrclockwise to loosen guide post Tum
clockwise o lock guide post in place.

L

C = Upper Guide Post Handwheel: Tum
handwhesl 1o raise or lower gude post.

D = Upper Guide Post: Provides blade guard
profection and supports the blads.

Figure: 5-4 Bliade Adjustment Comrois

LOWER WHEEL HOUSING

The lower wheal housing has the lower wheel

idrive wheal], tha debns brush, and tha debns

Iray

+  Tha lower wheel = the drive whesl which iz
connacled wa 3 shalt io the dove sheave
and thus the mator through the drive beli

# The bruzh iz used to help conbrol | remove
chips and metal fillings from getiing betwesn
the biade and wheal Keep & ctaan and
adjust as if wears. The bristies should have
2 slight pressure agains! the puliey at all
tmes.

+  The debris ray will collect targer chips and
metal fillings, The tray will slide oul and back
in for regular cleanmg.

Figewre 9-3 Lower Whes! Holising



TILTING WORK TABLE

The workl tabls may be tilted from 15° to 45°
The cutboard side of the table will ift to creale a
15" angle or lowered to a 45" angle.

Tilting the table is done on the back side ol the
saw. Jusi under and forward of the degree scale
i% the clamping nul Loosen the nud 4l the Sbis
o the desired angle and tghien the nut 1o hold
the angle.

Figure 5-6 Tilling Work Table

UPPER AND LOWER BLADE GUIDES

The blade guides provide side-lo-side and back
suppord for keeping the blade straight while
citbng materal The blade gudes are lungsten
slesl whese they come in conlact with the blade
to reduce wear on the guides. The gudes must
be kepl properly adjusted for accurate cuts.

Fgire 9-1 Lipper Blade Guide

Figure -8 Lower Blade Guide
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10.0 Adjustments

AWARNING Al adjusiments or repairs 1o
machine must be done with power off and
machine disconnecied from power source,
Failure to comply may cause serious injury.

10.1 Blade Tensioning

Refer to Figure 10-1

Withoul proper tension, 8 bandsaw bigde will not
cut efficiently. Too lite tension can lead fo blade
runoul, increased wear, and poor finish on the work
pece. Too much iension can cause the biade 1o
break. To check the blade tension, you can use a
blade tersioner or tension the blade by hand, a3
explainad balow.

1. Disconmect power from the bandsaw
2. Dpen the upper wheal housing door.

3. Raise upper guide post (C) by loosaning guide
posl lock knob (A) and luming upper guide
post handwheel (B) clockwise until it stops.

4. Check the blade deflacton at a point halfway
between the lable and the LUpper blade guide
by applying finger pressure lo side of blade. A
properly lensioned blade should have a
dafiection from vertical of approximataly 38"

5 To increase bension, furn  biade  Ension
handwhesl (D) cocowise To decresse
lension, tWwm  blade tension Handwhesl
coumlemnclocoessa.

8, Messure proper blade tension using the finger
prezsure method in step 4

7. Afer adjusting the biade tension, rotats the top
pulley several imes by hand and recheck the
blade deflection. NOTE: ¥When roliating the op
pulley, make sure the blade does nof fouch the
flamoe of the pulley.

IMPORTANT: To prelong the blade life, release
the tension on the biade il the bandsaw will be
idle for an extended period of time.

Figure T0-1



10.2 Blade Guide Adjustment
Refer to Figure 10.2

.lcal.UT'[ﬂH Blade guides must be
adjusted or damage may occur to blade andior
gukdes.

1. Desconnect power from the bandsaw.

2 Gheck io make sure the quide post is secuns,
and the blade has been properdy tensioned,

3. Using a Smm heax wrench, loosen the socket
cap schrws A and B

4. Side the blade guide bracked so the blade
guihdes are approximatesy 0087 | 1.58mmj
behind tha tnoth gullets as shown. Tighten
sockat cap screw A anly, Mole: The blade
guides need 1o be adjusied far enough back
s0 they are behind the tooth gullets when
the biade = pushed back sgainst the biade
suppon

5. Wilh socket capscrew B still ioose, shde tha
blade support rod up i, bul not touching the
back end of the blade, Re-tighten socke
capscrew B

.. Naut the blade needs o ba centened batwean
the biade guides on both the upper and lowes
blade guides. To do this, first loosen the
socket capscrews C using a Smm hex wranch
Mexd, siide a plece of copy machine paper or 3
doliar bill betwean sach side of the blade guide
and the blade. Either of them should be 0.004"
{0. 1rmm) thick, Genlly pinch the paper between
the biade guides and the blade. Now tightan
each socket cap screw O (Check the position
of the air nazzla). The should now be
positioned corectly withoul louching the blade.

Mode: Cwer me, the blads mserts will wear Whean
this happens, fip Inserts ower and reverse the
guides_ If the biade wears a groowe inbo e biade
support. loasen and rotsle il (o & new spot
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Figute 10-2 Biade Guide Adiustment

10.3 Guide Post Adjustment

Refer to Figure 10-3

The guide post assemily Seras bwo purposes.

* [First it positiona the red bilade guard between
the work piece and the uppar pulley housing to
prolect the operator from the exposed blade,

+  Second, it posilions the upper blade guides
closa {o the piece part for support of the biada.

To properly position the guide post:

1. Desconnect saw from power Source

2. Loosen the upper guide postiock knob (A)

3. Use the upper guide post handwhesl (B) 1o
lower or raise the guide post (C),

4. Locate the bottom of the blade guides 0.25°
(6.35mm) above the work peece and secursly
tighten [he upper guide post lock knob.

Figure 10-3 Guide Post Adfusiment



10.4 Changing Saw Blades
Refer to Figure 10-4

1. Desconnect saw from power source.
2. Opern the upper and fowear pulley access
0Ors.

1. Reiease the blade tension by rotating the
tension whes| (A) counterclockwise.

4. Put on gioves ko protect your hands. Now
slide the blade off the upper and lower
sheaves, around the blade guards, and
through the slot in the iahile.

5. Install the new biade in the reverse arder
with the teeth facing forward toward the door
and the tips of the leeth pointing downward
toward the work lable

6. Make sure the blade is ceniered on the
wheels and engaged between the upper and
lonwar blade guides,

T. Propery lension the blade by foliowing the
steps under 10.7 Blade Tonsonig.

S o

— ety |

-

Figwe T0-4 Changing Blade

11.0 Blade Selection

Proper bade selection Is just &s important lo band
saw operation as is blade speed and material feed
Proper blade selection will impad blade MHe,
simightness of cut cut frush, and efficiency of
operation. Excessive blade bréskage sinipping of
teeth, and waviness of cul are some of the results
of improper biade selecton

Blades are classified by maserial composaton, tooth
shapa, iooth pdch, footh s=i gage of the band
matanal, and ker of the saf {width of cut).

11.1 Material Composition

Carbon Steel - low cost, for use with nor-ierous
maierials, wood, and plastics

High Speed Siesl - resizis haal genarated by dry
culting. Uised for fermous metals

Alloy Steel - tough and wear resistant, cuts faster
with longer blade life. Used on hard matedals.
More expengive than carbon or hegh speed siesl
Carbide Tipped - for outting unusual matenals
such as uranim, Manwm, or berylkum
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11.2 Tooth Shape

Note: When cutting thin malerials, the rule for
blade piich = 0 heve @8 mimmum of fwo teeth
engaging the matenal being od ot all imes.
Standard Tooth - generally used to cut fermous
metals, hard bronze, hard brass, and thin mefals.
Skip Tooth - have befier chip clearance (larger
guliel} and ame used on sofier, non-hermous
materals such & aluminum, COpper, Magnesium,
and sofl brass

Hook Tooth - provides a chip breaker and has less
iendency o gum up In softer matenals Used in the

same matenals 85 skip tooth but can be fed faster
than standard or skip iooth blades.

11.3 Set Type

Straight Sel — used for Free culling non-fermoes
materials; 2., aluminm, megnesam, plastics, and
wood.

Wavy Set - used on materials of varying thickness
{pipe, tubing, and structural shapes)

Raker Saf - usad in large cuts on thick plate and
bar stock where finish of cut 5 not a5 mportant as
speed.

11.4 Blade Terminology
A B &)

i (]

- -G

"
h

§iie=

Figure 11-1 Blade Termiroiogy
A = Width: The thinner the blada, the lightsr will be
the minimum radius of cut. Usually, a8 wider blade
will cul stranghiter and more acosratedy. Alvays use
widest blade passible for e job.
B - Gullst Dopth: The distance fom the tacth tip
io the botiom of the corved area.
C = Tooth Rake: The angle of the toclh face from
& line parpendicular o the length of the blade.
D - Blade Back: The distance between the back
edge of he blade and the botiom of the gullel.
E = Tooth Pitch: The distance betwsen tooth tips.
F = TPl: The number of teeth per inch when
measured from gullet to guiiel
G - Gauge: Gauge = the thickness of the blade.
Thicker blades are stronger.
H - Tooth Set: The dstance a tooth s bent from
the blade.

| = Rarf: Kard is the width of o cul. Kerd will vary
according o the sel of the biade leeth.



11.5 Breaking in a Band Saw Blade

Sharp cutbng edges with extremely small edge
radii @re required for high cutting capacity. To
achieve the oplimal tool e, we retommend
breaking-in the blade accordingly. The comecl
culting speed is determined by the materal baing
cut and Bs dimensions. It is very important that the
new hiade is first used with anly 50% of the
determined fead rate. This will avoid micro-
breakages of the bade becauwse of too large chip
thicknesses, New band saw blades may lend
towand wvibrataens and wbrabion sounds. In Ehis case
a sfight reduchon of tha cutting speed is haipful.
With smail workpiece dmensions, approxcmately
J00cm?® ol the matenal should be cul for breaking-
in. if targe work piece dimensaons are 1o be cut, we
racommend a bresking-n penod of about 15
minutes. Affer breaking-in you may siowly increase
the fead rate up io the determined valus.

11.6 Metal Chip Indicators

Chips are the best indicalor of comedt matenial feed

force. Manitor chip information and adust feed

accomdingly

*  Thin or Powdered Chips — mcrease leed rale
ar raduce saw spead

»  Burmed Chips - reduce feed rate and / or saw
spaed

¢ Curly Sivery and Wamm Chips — optimom fiesd
rate @nd saw speed

11.7 Blade Care

The bandsaw blade is subjacted o a remendous
amount of strain, Make sure o always use the
Bppropriate fesd rate For the type of maieral you
are cuttng

Be sure to select a blade of the proper width, style,
and piteh that will produce the best cut in your
material. Choosing the wrong biade can produce
excess heat that can adversaly affect the ife of the
blace .

A claan biade performs much belter than one thal
& dirty. Biades thal are gummed up and dirty offer
more resisiance when culting through the material
Thiz in furn craaies unnecessany heat in the blade

11.8 Blade Breakage

Band saw biades are subject io high siresses and
breakage may somelmes be unavoidable.
However, many faciors can be condrolled 1o help
prevent most blade breakage Here are some
common causes for breakage:

1. Misabgnmend of blade guides,

2. Feeding workpiece 100 guickly

3. Using a wite blada o cut 8 shod redus curve.
4  Excessive lension

5. Teeth are dull or impropesty el

fi. Upper guides are ==l o high ofl the

WOrEpECE
7. Faulty weld on blada_
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12.0 Band Saw Operation
WARNING| ...

+ For dusly operations, wear 3 face shigid along

with safisty goggles.

It ks imporiant to choose the right blade for the

maienal and the type of culting you plan io do,

Thes saw = equipped with a bi-metaliic blade

wihich can be usad 1o cul slainless stesl, siesl,

iran, brass, atuminum, wood, plastc

hake sure the direction of rolation armow on

the blade matches the direction amow on the

saw. Tha blade teath should always point

dowrwrard at the front of the saw.

Make sure the blade is sharp, undamaged and

properly aligned With the saw unplugged,

rotade the blade by hand checking for

clearance. If the blade hils anything, make

proper adjusiments &5 nesded

Make sure the cul-off pisce can move

Sideways after il 15 cul off

= Mever fum the saw "ON" before clearing
everything from the table

= Mevar put lubricants on the blade while i i
SpanEng.

12.2 While Saw is Running

* Neverconfing the piece Deang cut out

= Meverclamp il touch i, or use length siops
against it It must be free 1o move sideways.
confined, if could get wedged against the
blade and thrown wiolently,

&  Ayoid swkward hand posfions where 8

sudden slip could causa a hand o move o

the: blade.

Lat the biade reach full speed before cutimg.

Feed the work piece into the saw only fasi

enough to et the bisds cut withcut bogging

down or binding.

= Befora freeing material, press the
OFF butfon and unplug the saw. Wad for all
moving parts 1o sop.

= Afer finishing a cut, press the OFF button and
wail for all moving parls to stop befors
removing any cul pieces



12.3 Blade Break-In Procedure

New blages are very sharp and therefore have a
foath geometry thal i easily damaged # & carehul
break-in procedure & not foliowed. Consull the
blade manufachoer's lileralwe for bresk-n of
specific blades on speciic materals. The Kollowing
procedure will be adequate for break-in of JET-
supplisd biades on lower ailoy farmous matenals.

1 Follow operaling procedures in 126 Basic
Cperafing Procedure.

2. Usa p sachon of mond

3. Operate the saw at how speed. Start the cuf
wath & very light feed rate.

4. When the saw has compisied aboul 173 of the
cut, increase the feed rate shghtly and allow
s saw B0 complabe the cut.

5. Keep the feed rate at the same salting and
begin & second it on the same or smidar
wOrkpiecs.

B When the saw has compéeted aboul 1/3 of the
cut, increase the feed rate while watching the
chip formation undil culing & al s mosl
efficient rale {reler o 124 Evaluating Culling
Efficiency). Alow the saw o compésie the cul

7. Thae blade ks now considered ready for use.

124 Evaluating Cutting Efficiency

The best way lo delermine whether a bBade is
cutiing efficently 5 to observe the chips lormed by
the cutting

¢ | chip femabion & powdery, then the feed rate
i5 too light. or biade i5 dull

v | the chips formed are curled, bul colored -
blue or straw colored from heat gensreted
during the cut - then lead rate is axcessive.

*  If ctups are.sl himﬂadnrdmtnuhmﬂhy
hmat, then the i& sufficiently sharp and is
cuthing at its mos! efficient rate.

12.5 Material Selection

AWARNING| ye sure materials being
processed through this machine are not
potentially hazardous to the operator or people
working nearby.

mpmﬂmmmﬂiwuﬂemHMm

*  Materizl must be clean and dry, (withowt oif)

i Malesal should have B amooth suifsce =0 i
processes easily

« [Dimensionsl properiies of materisl must be
consistent and not exceed the machine
capacity values,

s Chamical structune of matenal must ba
consstent

» By corficated stesl from he same wendor
whien possible
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12.6 Basic Operating Procedure

1.

2

10,

1.

12

Verify the work anes including the table is clear
of obstruchons.

Make sure upper and lower whesl housing
doors are closad. There ane door mit swiiches
on each door whech prevent the machine from
operaking if the doors are not clossd

Sat the guide post (A) o spproximately 257
{6.35mm) above tha pece part and bghten the
guide post knob

Set the table angle for the desired cul. Have a
push block within reach without tha
blada path or vision of the cut area. Simulating
the cul withoul power may be hedpful.

Sat the work lamp (B) positon to provide
additional light at the cut ste without interfenng
with the material or the ability 1o maintsin
conirol of the material for the entire cut.

Have proper support for the material o be cul
This should include both the finished piece and
the gxcess malenal

Press the ON button (C) lo starting blade
mevement, IF any abnorma! sounds or
vibrations are noficed, press the red stop
bution (B immediaialy.

Adjusl the variable speed dial (E) uniil the
desired speed is indicsled on the spead
display (F). Refer to Spead & Pitch Salector
dial {3} on upper whesl housing door.
Carefully place the material on the tabis.
When positioned, feed the matenal into the
blade using a steady smooth motion.

When the oid is complete, press the red siop
bution (D) on the control panel and wall wolil
the blade stops before removing any matenal
ngar the blade.

Afier pressing stop button, the DRO will Rash
“UNT (under voltage). The DRO must clear and
ba blank bafore restaring machine.




13.0 Welder Operation

.ﬁ.W.ﬁ.HNIHE The electrical currend that

flows through the blade welder when operating
could cause serious personal injury or death.
To avoid the risk of electrocution, mever touch
any metal part of the weld station during
welding or annealing of the blade,

AWARNING| oo oo protoction while
oparating welder. The bandsaw blade is sharp
and will cut fingers and hands. Use care when
handling blade.

AWARNING] ooy veiced blade is very

hot. Wear heat resistant gloves when handling
a nowly-welded blade.

Cwverall Description

The weld station can bull weid and annesl blades
from 0, 1187 (3mm) to 06257 (18mm) wide by
0.032° (0 Bmm ) theck. [t s & ressiance bype weldar
with two j=ws that secura the blade ends during the
welding procesz. A selecior knob is turned
counterciockwise to pre-hoad the left faw, foncing
the biade ends against one ancther. When the
operator presses the weld button. elecinc cument
passes through the bulted blade ends. The left jaw
blade end is pushed into the mollen puddle and
welded 1o the right blade end. Remove the blade
from ihe jaws if any weld llash i present and
cansfulty grnd & off. The blade joint must now be
placed back info the jaws whane anneaimig of the
wekd joind takes place. This procegure will rehes
ihe weld area so i is not 'so beittle and should
return i io its onginal conditson

It mmady DECOIme NECessany 10 welkd blades when

¢ They bresk unexpectedly and the teeth are 26l
sharp enough io o

¢ Yo need o maks blades from & bulk saw
blads ooil

# ‘\when you nead io weld 2 blade thad was cut to
make an intemal contour cut on 8 meece part

13.1 Preparing the Saw Blade Prior
to Welding

WARNING| spear hazard. Keep hand and
fingers away from shear blade.

Biade Shear: Lizs ihe blade shear to cut the band
apart of 1o cul the band 0 a specifed lEngth. The
ghear is capabie of culling saw blades from 0.118°
o 625" (3mm to 16mm) i width and 0.025° to
0.0357 (062mm to 0.BSmm) in thickness. To use
lhe blade shear, raise the handbe, insert the blade
perpendicutar to the cutling knife, and make the cul
(e Figure 13-1)

Removing Teeth: In fine pilched blades, one or
miorg ol the teeth on sach side of the cul may nesd

to be removed by grinding so thal the weld area of
the blade is undorm, and the lesth will be undormiy
spaced (see Figure 13-2)

Squaring Ends: If the saw band cul 18 nol sguare
after shearing, use the grinding wheel o square it
up. Take small cuts so as nof to overnest ihe blade
band To pget both ends of the band io match
pedacty, beist it and hold the ends 5o that the
eeth &re on opposle sides and poinlng in

opposile dinsctions. Now grind as. shown in Fgure
133

Figure 13-1

Cloan blade ands which

vl ot vwelded jows
l--.__ Arodl carvbued

LY
N
Iy g

.— Brmd off festh
[ within waldmg area

Gl off Made eids sguae,
Allw lor comect loolh spacng.

Figurs 13-2

GAIND HERE

i snips oo w0
to cut bisde,
grend ends cquang
&1 B G,

Figure 13-3



132 Welding
AWARNING| 110 cioctrical current that

flows. through the blade welder when oparating
could cause serious porsonal injury or death.
To avoid the risk of eloctrocution, never touch
any metal part of the weld station during
welding or annealing of the bade.

ACAUTION The welder Is for
informittent uso. Ropoatod welding within a
shorl period of time may cause welder o
overhial,

13.2.1 Preparing the Blade Welder
Refer o Figure 13-4

1. Clean welder jaws (A & C} 1o ensure good
slectical comtact

2. Check that the jgws will sdequalely hold the
thickness of the blade you are walding.

3. The blade should slide easily in the lefl jaw
before luming the weld force sedector swich
(E).

4, Check the grinding whesd (G) and make sure i
i5 in good condition

13.2.2 Making the Weld
Refer to Figure 134

":IWAHHIHG A nowly-woided blade s wery
hot. Wear heat resistant gloves when handling

# newly-welded blade.

1. Belore making a weld, bern off band saw mobor
by prassing the red STOP bufton on the band
saw conlral panel.

2. Cargfglly clean ends of bGlade which wil
contact welder j@ws. Remove any dirt, oil,
scaie and oode.

CAUTION | sy rust {oxide) on blade in

vicinily of weld must be ground off before
blade can be welded.

3. Tum weld pressure sehector awitch (E) 1o °0
position {pointed downward). NOTE: There wil
be some resistance when tuming knob

4. Make sure the blade ends are sguared and

ready for welding. See 13,7 Prepaning the Saw
Blade Prioy to Weiding

E. Insert one end of blada nto left weld jaw (A)
Position back edge of blade against back edge
of ielt jaw and slide the end of the Hade
midway betwesn lkeft (A) and right (C) jaws
Tighten left jaw clamp (B)

6. Inzed opposte end of blade inko nghl clamp
(C). Posion back edge of biade against back

8

edge of nght damp. Skde the bult the end of
blade agams! the cther end of blade Mske
sure (he blade ends (it logether with no gap
(the blade ends need fo be in contact with
each other). f a gap i= presant, remove the
blade and re-square the ends. If o gaps are
fownd, tighten nght clamg (D).

7. The pressure selecior swich (E) s used o
apply the necassary pressura to hold the ends
of the blade together dunng welding. Folow
Ihese sleps o 38l the pressure selector SWilch
COmecthy:

A Deotermine Blade Width: Measure the
width of the blade you are welding.

B Adjust Pressure Selecior Rolsle the
pressure selecior swilch coumierclockwisa
to the =elng thal cormesponds o the
bl ache widih

* Pressure Sefting Guide: Every 5847
(Z2mm) of blade wedth requires one
pressure selting noremant.

+ Example: For @ blade width of 147
(6.3mm), set the pressune selacior o 3,

NOTE: The wider the blade. the higher the
pressure seting nesded

mﬁpﬂfﬁihmhm'vﬂﬁng

operation can be thrown in all directions and
Can causs serious personal infury or fire. When
using the blade welder, always protect yoursell
and others from flying sparks. Keep fire
extinguishing equipment close by and do not
weld near flammables.

8 Press and hold the green weld bulton (F).

When weld butlon & pushed, the el clamp
moves fo the ngit to apply pressure to the
blade ends. Simultaneously, sparks will be
emiled from [he blade ends as they are being
welded. Do not release weld button until blade
foint is “rad hot”




9.

10.
1.

12

Release weld button (F) and wait 3 or 4
seconds until blade retums o ongmal color.
Unciamp blade

Rotate pressure selector switch (E) back to 0°

Remove bizde from welder aws, and caredully
inspect IL The spacing of the l2eih should be
uniform and the weld should be located in
center of guiiet. Misalignment is easily noted at
thiz time from the weld appearance. See
Figure 13-5 for examples of incomert welds,

If the weld ts impardact refer to section 15.4 for
possible remades B any poblams. Maka
correchons before annealing. I you see whal
pppeas 1o be an excessive amount of
fiashing, you can Iy selecting @ lower weld
fore setiing

“Blown-oui”™ weld

Owerappad weld

Figive 13-5

13.3 Annealing
Refer to Figure 13-6

Amwlywdndhladnhmw
hot. Wear heat resistant gloves when handling
a newly-welded blade.

The blade must now be annealed or cooked al &
controlied rale (o prevent & becoming oo bnithe,

The general procedure follows. Specibic procedune
will depend upon blade type. 25 described in
sections 13.3.1 fhrough 13.3.3.

1

Tum pressure selector swilch (E) all the way to
left 50 welder jaws are closast bo each obher
Insen biade nio welder jaws (A & C) so that

weld area 5 centered betwean damps. Secure
Blade in jaws with the camp handles (B & DL
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Chackly and repeatedly press the red-anneal
button (G} with a few short bursts ko make the
weld area a dull orangish-red. The wider the
blade, the more bursis and bme il will take,

CAUTION Do not press and hold the
anneal push button. The weld will be
overheated and will fall due o excessive
heat.

Allow tha weldad area by cool 15-30 secords
and then repaal the annsalng process twice
moire

Release both blsde damps, allow blade 1o
cool, then mmove bade from clamps.

Check weld (ntegrly. Bend blade 1o form a
radius & pond of weld, The size of the rediss
shiould be spprovimately the same a5 adius of
band saw drive whesl. The weld must hold and
nol break or crack after forming the radius. If
the weid breaks. cul awdy welded area and
repeat weiding-annealing process,

Check to make sure welded sechon s same
thichness &5 resl of blade. W nol, grind off
excess weld malerial using the grinder. Refer
to section 13.4, Blade Grinding.

ACAUTION

If blade is thicker ai the weid

than ai the rest of the blade, using the blade
may damage the guldes,

Figure 13-6

IMPORTANT: The following are vadabions of the
general procedire, based wpon biade fype:

13.3.1 Carbon Steel Blades

Press and jog he annealing switch button wnilil
weld is 8 "dull cherry” to “chamy red” color

2. Allow blade to oool slowly by decreasing

jogging frequency



13.3.2 Carbon Steel Hard Back Blades

1. Hest biade slowly unbl weid becomes a deep
blise cofor.

2 Conbinue to heal by joogng the anneal bution
until the width of the blue color = one-half the
lengih of fhe band exposed between the jaws.

3, Do not overheat or the femper of the band will
be damaged. Caulion - Do nol heal beyond
ihe “hlue™ stage. ¥ ihe band begins 1o show
any md color, it 5 oo hot Cool gqusckly by
raleasing the anneal button,

f
DHsTANCE BETWEEN JAWS —Iﬂ

Corract annaaling of Carbon Steal Hard
Bacik Blades
Figure 13-7
13.3.3 Bi-Metal Blades

1. Hesat blade siowly by jogging the anmeaing
swiich button undil wedd just begins o emit light
(dufdl red color), The desired color may not
always be visble n normal room ight - always
shade the weld area with your hand,

£ Cool the weld guickly by releasing fhe
annaaling button,

3. Follow this procedure before and afler grinding
bimetal blades

124 Blade Grinding

AWARNING Keep hands away from

rotating grinding wheal. Failure to comply may
cause serious injury, Always heed the indicator
light = when glowing, it wams that the grinder
miotor is running.

Aftar annealing, the blade must ba ground to
remove axcess medal or flash from the weld. With
lhe testh facing oul. grind the weld carehully (328
Fgure 13-8), Do not hil the teeth, or gnnd despes
than the weld, bum, or overheai the weld area. Be
gure to remove fiash from back edoe of blade. Any
fliash or "slub® lesth which proect beyond the
normsl sel or heighl of the other lesth must be
ground off

Fogure 135 |luskates =ome macceptable
grindings.

Bad Grindings
Fagure 138

13.5 Secondary Annealing
Anneal the weld 2 1o 3 times again afier ghnding.

13.6 Welder Clean-Up

It is impartant that the welder jaws be kepl clean at
gl tmes. The jaws and inseris must be wipad or
scraped dean after every weld Dang this will
ensure belier welds by

1. Holding proper alignment

2. Preventing flash from becoming embedded in
e blade,

3. Preventing shorls or poor elecincal contact




14.0 Maintenance

AWARNING Before doing mainlenance on
the machine, disconnect it from the elecirical
supply. Failure to comply may cause serious
injury.

IMPORTANT: Proper mainienance can increase
the life expectancy of your machine.

14.1 Daily Maintenance

Usa a brush to loosen accurmuisted chips and
debris. Use a shoo vacuum io remove e debrs.
Make sure the chip brish on the lower band wheel
5 chaan and properly adjustad

Inspect the saw blade for wear. Replace blade i
neadad

Check thal the blade guards are in place and in
condtion. Make sura the emergency stop
bution works propery.

If the power cord & womn, cul, or damaged n any
way, have it replaced immediatesy

Wipe off the rubber fires and clean the table after
each day's use.

14.2 Weekly Maintenance
Thoroughly clean the maching

Remowe chips from inside the guard housing for
trie s blade.

IMPORTANT: When cleaning chips and debris
from the machine, use a brush and a shop
vacoum. Do nmot blow off the machine with
compressad air. The force of the compressed
air may force chips into critical mechanisms or

may Inflict injury to yourself or others.
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14.3 Monthly Maintenance

Tighken any koose bolis, nuts, or screws on the
maching

Re-grease the drve beanngs.

Inspect the blade brush for wear. Adjust or replace
if nesdad

Grease the pivol of the blade shear

Wipe shafts and threaded rods with a light
lubricam

Inspect the V-bealts for wear [svery 3 months).

14.4 Lubrication Schedule

¢ Blade Shear Lubrication - Apply a Bght
coating of grease io e pivol mechanism as
nesded.

* Upper Wheel Housing tems - Apply grease
ip the tension adustment screw (A) and the
blade guide post rack (B) as needed to keap
them moving freshy and free of rust

Figura 14-1

# Table Support Lubrication - Greass fhe
pivoting tsbée support as oifen as nesded



15.0 Troubleshooting
15.1 Driver Error Codes
Tabig 2
Code  Descriplion ' Possible Cause " Troubleshool Problems
v Low voltage protection. Ingast ioo low, Check the power supply,
1. Mamn power input over lirmit 1. Chack main power
vollage behwesn 104-
2. Dver molor allowance rate T20WV121ET), 208230V
v Overipad voltage protection ampere. (20,
2. Slowly tumn the speed
[ - N —— .....oontral knob 1o low speed.
OCA | Speed up overioad protection. | 1. Owver rale 1. Reduce lpad
aep | 50w down speed overload capacdy, 2. Check for broken
protechion. | 2 Cord damaged. inputioutput wires.
OCR Overcumend protechon dunng 3. Acoelaration or decaleration Replace if broken or
operatan, time i% too fast |luming speed damaged.
CCA glmﬂ.[a'rpamjinilp-thuﬂm' control knob too fast) ﬂmmmhm
cop | Cuent (ampere] kmiting i
protection dunng deceleration
COR El_u'rn-:ll[mpm'a]hn'rﬁ:g
_protection dunng running.

: i_.-..P'_[i.Fﬁ-._--__.-.-_._.E_

g~ e o

high down 20 min, before
OHY | Driver overheat protecton, 2 Cooling fan stopped. restaring.
2 Raplace new cooling fan,
1. Dwverload of the motor rate 1. Btop maching amd cool
OHZ | Molor overhest protection. BempoIsie CaRACRY vt
| 1. Overoad of the motor 1. Reduce load when
allowance ampere. culting
oL Motor overdoad profeciion 3 Chack mokor rile
| AImpEre
" 1. Dverload of the PCB 1. Reduce ioad.
alipwance capacily 2 Incresse accelersbon
oL2 Driver overioad protection, £. Acceleration, deceleration deceleration fime.
time and load cycle are foo 3 Replace new driver
| long.
EPR | Memory access | Abnoemal data in mermary. Replace new PCB driver,
CTR Currend loop detecton | The curent loop hardware circull | Replace new PCB driver or
abnommaliby - 5 damaged or sbnormal. pont=ct Technacal Service.
| The motor encoder wires = 1. Check whather the
disconnacted and the insiniEation wiring = disconnacted.
ASR | Encoder feedback abnormality. pozition is olfset 3 Contact Technical
| SENVICE.
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15.2 Operating Problems

Tabig 3
| Trouble Probablo Cause Remedy
Blade has bean improperly waldad. Re-weld blade. Sea Sechon 130
Weider Operation,
Biade not instaiied properly. Fallow instructions in Section 10.5
Saw blade is twisted Changing Saw Blades.
Feeding workpiece boo forcefully. Decrease feed rate.
Incorrect choice of blade Lise proper width blade for radius or
Blade tooth has mproper sel. File to proper set or replace biade.
Inadequale biade kension. Increase lersion.
Cuts not straight Guide pos! 1o high St guide post 25" (8 35mm) abowe
i WOrORE
Feed rate ioo strong. Decreasa feed rate.
Blade sips off il
wheel{s) Whesls not aligned properly Contact echnical service for adjustment
! of whesl alignment
l | Blade spesd too fast Use siower spesd.
 Blede quickly DECOMES | o blade for the job. Lse proper blade for workpiece.
! Feed rale excessve Decrease feed rate
_J_:h.il'.'ﬂu:la. Sharpen o raplace blade.
| Gude post not fixed proparty. Fou guide post i positon,
Blade warps.
Blade not tensionsd enough. Increase tension.
Blade not 50" o table. Adjust table perpendicular to blade.
iﬂﬂﬂ'ﬁﬁﬂﬂ'ﬁmﬂ' Band Saw nol resting on level surface. | Floor must be flak
| vibrates too much. Variable speed pulley is damaged. Replace pulley.
' Blade teeth keep Incorrect blade for the job, Select proper blade pitch and style
| breaking Blade i of inferior material Use better quality biade.
Blade has been over-annealed. Detrease annealing emperaliine.
Blade | Too large a gap between Hade guides | Adjust proper gap between guides and
| damaged easily, end blades. blade. See section 10.3.
' Blade too wide for short radius cuting. | Select narmower blade appropnate (o
the job.
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15.3 Mechanical and Electrical Problems

Tabie 4

Trouble

Probable Cause

Maching will nat
| startroatart, stops
| Guring opembon. or

Mo incoming powar,

Remecdy

Wiy moching is connacted 1o power
sourca. Maka zum ON buiton s pushed in
comglsataly, and STOP buthon i
disangagad.

Dioor limit switches nat touching upper of
lower wheed housng doors.

Miakoo uno upoer and owar whassl housing

Card

00rs are completely closed,
Replace coed

_Card darmagie]
Lo woltaga'cisrent.

Contact a qualfied alectncian

Biada hias brokan or slipped off whaal,
actvatimng the bleds braak sensor, catsing
this machine to not start or shut down.

Riplace broksn blade o noinst ol blsda
and odpist for comedt tracking.

Biade break sensor s damaged or bad

Check blade break sersor, Regcs i
recichad

Binde bresk sensor & mesaligned,

Chieck maunting of B&ade briak senzor
Roalign o make sure sensor surface s
net o fias side of Hade and mouniing
screwa ara tight. Sat pap batwoen senaor
and blada to 2-3mm.

Creerinad aulomatc rasat has nol resel.

When the band saw overicads on tha
dircuit broskes tutt inta e molor starter,
il many lako Bme for thi machine o cool
deram bafone restar. Allcw unit 1o

ataqualaly cool belors sTempling restan

Band Saw frequantty tips

Cne couse of overioading tnps which am
niot shacinical in mature is oo hesvy & ot
Tha solufion is 40 neducs feed prossurn
intiy the bdada.

Building circut breakes rips o Tuse Blows

Verify that band saw is on & circuilt of
cormect size. || cmowl sze 5 comecl. hare
i5 pobably a Kdse akcincal lead,

Meitor overhio o,

Cliasen mabor of dust or debs i allow
proger air eiculstion. Allow modor 1o ool
oo bafons

Swich or molor tadure (how o

dstingussh)

Hf yom have access (o 8 voltmetsr, YOU CEn
saparate a drivar fosure fnom a maodor
failure by first. verifying Incoming voltage
al 120+{-10% and sdcand, chetking the
valtaga bebaaan divar and modor al
220100 I incoming woltaga =
incomact, yau hav @ power SUpply
profeam. i voitege batwosh Srved snd
MO 66 INCOTBCE. you Raai & arived
protdam. i voltage Datwoen driver and
muokor is comoct, you have o maobor

Motor .

I bt mator |s susmhact, you haws two
options: Have a gualifisd alectrician tes!
tha modor for furcion of ramoyve the mabo®
arsd také it o a qualified cleciic mator

repalr shop and have I lested

Evarich faiiura.

H switch i sasspoct. you havia o optono:
Hawa @ guaiified shactncian tast tha switch
for function, or purchasa o new siart
swich and establish if that was tho
problem on

| Band Baw doas not
| come up 1o spand,

Extansion cord 100 light or eo long

il d’ump:uL_
Rapiacs with adoquate sizn and langih
cord

Low voltaga,

Contacta qualifiod electnsan,
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15.4 Welded Elade Inspection

Tahig 5

| Trouble Probable Cause Remedy

Weld is misakgned. Dt or scale on welder faws or blade. Always kaap jaws chean. Clean blade
befare weidag.

Blade ends nol square Before welding, grind cul edges ol
blade until they are square. Use the
shear on the band saw for square cuts.

Blade ends nol correclly akgneéd when | Align ends prapéerly before clampeng.

damped in jaws.

Wom welder j@ws Replace welder gws.

Welder jaws not abgned comecty, Abgn jaws comectly,

Mzahgned weld: Blade | Pressure select swilch s sel forwider | Adjust pressure select swilch cormectly
| ands are overigpped. | blade than the one used, for particular blade width,

Blade ends or welder jaws not aligned Mszke comections a5 needad.

oormectly.

| Weld bresks when | Wield is weak and incompiets: Cut and re-weld blade ends.
| used "blow holes™ {see Figure 13-5),

lﬂffllmﬂmmmmmln Emarﬂmﬂwm

Weid incorractly annealed. Follow annealing instruckions in section
133

'rn:m'phbeuﬁd Pressure select swilch not sel correctly, | Make appropriate adjusiment

Lirnl switch not adjusted comecily ﬁ:[pnthnﬂummmumy

Dedective fmit swich, doesn break Hu:llu:a: limit switch

cincut ai end of welding operation.

Welder jaw movament obstructed by Bend cable and untangle wines.

kinked jaw cable or tangled wirez

Incorrect anneafing heat. Bring weld up o cormed color, Ses

| section 13,3
Brittle weid,

Scale or oil on weld caused poor
anneaing.

Kesp welder jaws and blade dean.
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155 Welder Mechanical Problems

Tabie &
:rTrnntﬂi- Probable Cause Romedy
Wire connection is poor, connecting Change swilch or grind the connecling
t of weid itch is bad. ith a fle
| b Ipuh ing sw port with & |
| mades. Javes do not Tramsformer burned oot Change transformer or rewire it.
e Blade has oil on i, Wipe off any od.
SASpRIe y: JEomoNo.
Welding button iz cutting off late: Screw weiding switch connectng nut
bghter.
IWudmnmm Welding pressurs oo weak. Rotate pressurs selector swilch
| wield bution is pushed. accondingly,
Jaw movement too slow. Put some ol on rear side of weiding
lever and the two jaws.
' Blade cannot be tightly Wedder jrws are out of order or Replace welder mws.
| clamped with the decayed
“ﬂ“m Lower jaw inserts are out of order: Replace lower jaw inssrs.
ihnrmigdnﬂsnt Annealing switch connection & poar. Replaca anneating switch.
ootUr witen
| bution is pushed Fuse biown, Replace fuse.
'.ld'rnﬂﬂlnubmmwll Annealing bution has dust or debris Remove annealing bution housing and
| not return 1o comect around it clean out any dust or debns.
| position afier release
| Grinder will not run Grindar motor = burmed out. Change grinder molor of réwire iL
| when grinder swilch is Reclace arnder switch.

Grinder swilch is bad
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16.0 Typical Band Saw Operations

COMPOUMND ANGLE CUT

17.0 Replacement Parts

Repiacement parts are listed on the following pages. To order parts or reach our service department, call 1-
BOO-274-6848 Monday through Friday, 800 am o 500 pm CST Hawing the Model Number and Seral
Mymber of your maching avallable when you call will sliow us 16 senve vou quickly and accurately

Non-propriatary parts, such as fasieners, can ba found at local hardware stores, or may be orderad from JET.,
Some pars are shown for relersnce only, and may not ba avadable indiidually.

Mode: An asiensk in the parts list mcicates e par belongs 0 8 compiele assembly
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17.1.1 VBS-1207VS-DC Cabinet Ammhly Exploded View

J'|I'=

E s
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17.1.2 VBS-1207VS-DC Guide Post & Work Table Assembly - Exploded View

o3 14

a2 |

101 \,‘Lf‘
A
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17.1.3 VBS-1207VS-DC Drive System Assembly — Exploded View




17.1.4 VBS-1207VS-DC Welder Assembly — Exploded View

K}



17.2.1 VBS-1207VS-DC Band Saw - Parts List

Index No  Part No

5 et
31.. - YB3 120TYE-3-1..

‘3—2 ........... 'I.I'B:EIE'D?‘H’S-E-I.

33 VBS1207VE-3-3..

5. "-"BE‘.IH}?‘H’E-H
S VBSTATVG4

g _Te-15400E1 ...
5. .. BSVIZVSV2.05
B 11500061 ...
| AR s VBS1200VE-T

9. L NBSI20TVED

10 .. TS-1490021 ... ...

11 e VBS120TVS-11

S e e R T
12-1 .. VBS120TVE-12-1_.... Vianable Resistance w' coda
183 . BEVIAVE-V2I3

14 CVBS120TYVS-14 .

15— BOVIZVE-VE-1S ..

16— BSOSV V216 .

L BSVI12VE-V217 ...

18 VBS120TYS-18 .
19 . TS-1550041

1681 . T5-1503031 .
", 1 SN _TE-1800037 ...

i ST VBE1207TVE-21 ..

22 . L TE-2248702
23... v TEFT020041
24 _\VBS1207VS-24...
25 . TS-2346102.._.

o 11540021 .,

301 ... TS-1540031 ...
i T 1020031 .
-3 e T 15020 ...
i 7 SR

o TE-1520041
. VBS1207TVE-31-3..
- TS-1501021 .

. TS-1512011 ...
_ VBS1207VE-284_. nuurl_atm.a.manﬂ:aynmadnm #20)
W BEAIOTVEA0. o L Bl i ;

M5

VES120TWS-31
31-T ......... TS1540011 .

Bk g
Cahbinet Assembly

.. Hinge Pin Lower .
hhll:lrl]n'.'arﬁmﬂ
.. Terminal Block . .

- DRO Card..

Yok R
et TS-1632080 .. . . Pon Head Machine Screw . o MdE

oM Nt D
.. Biade Cleaning Brush ...

Ao W D s e e
B, BSVIZVE-V208 lev.:,u Pin Upper

mwmuwm
Hex Cap Scréw ..
Mﬂwhﬁﬁr&f

P e e TR L e

Cabhelﬂud*.r
Aur Hose
_ Ar Mozzle

.. Work ump{LEn;___.ﬁ'_ﬁﬁﬁ_'f_ﬁ:_'::ﬁﬁ:_'::'_._.__._;.._ 110V 1220V sw._._':::f_

.. Handle Lever
Flat Waher .

Lmvu'ﬂladn- GLEHIi.EEt

Fl-Hl Washer
o Hex Mot

ek Ei'.l:kltl-hﬂd th Et:ruw .................................... _H-I:r.‘]l] ......................
e Do Lo BT e e eer e r et e menn b

o Hex Wut......
Mml—iﬂdﬂaﬁm

. Hax Mul...

_ Socket Head Cap Screw "ﬁ’:ﬁﬁ:’.ﬁﬁ’.ﬁﬁ:I’.I:ZII""'

G Horvewer Wl EMEN - i e e T e e L e

Biade Bresk Sensor.

R T R TR R L NS e S L N 2
- Bocket Head Eapsam

e
_ PU-N/NU Controfler _ ..._..Z'_._._'_::_':'_:ﬁ:._:_':_'ﬁ'_:ﬁﬁ
BT R LR L MOVSIP

i i "'ﬁﬁ MB...
Ezl:huil-hadﬂapSuEH ................................... TR T ;

OV o

Y P T TS T P T SEEe FETE T EESE TR TR IS PR PR SAE T EE TN SRS PR TR s PISra T W |

A xBmm....

M x 12 II.._.

AW T 32
M X0

MixB.
M5 x 12

M2

R

2. "-"BE‘IEEI]"&"B—EE ...... L.B!i!r GUIE . .o

7.0 PR VBS1207TvE-32-1 ..

oo P Bnnl T Or LA Lo o T e e S

- VBS120TVE-32A... mmmmgmmm 32 1]

33, .. VBS1207VS-33..
A31 TS 1530032

i Wﬂiderﬁdﬂrﬂualﬂ

Pml-mdhhﬂhlm.‘_v‘fc:en =

.._:_: MAX10



. BSVAZVS-V2-103  Biade Guide

. TS-2245162 .

. Aoryiic Bracket-Left (Small) ... i i, %

oo, Acrytic Bracket-Right (Smal. ...
. Hex Nt s i e

Fan Head Machine Sohew

ey (T B —————

.h:-g.dn: Bracke:-| aft [Lm*gg]l
. Pan Head Machine Screw .

_ Socket Head Button Screw..

'I.I'EEIE'EI?‘M’E-EBA..-.. Blade Speed vs Tasth Chart ﬂﬂmur

VBS1207VE-38-1.

e 12300129
o VBS1207VS-30.3 Erﬂu-ﬂﬁu'ﬂw

. TS-1505031 ..
- BBV 2VE-\V2- 'FHT Biade Supor Riod -Lower.

Mﬁ‘n‘t HEH-"I'U'HJE' __“______'_-__“-__ --- ----- i B
.......................................................... _w“._-.

ey I N v i S _Bmm....
i FlED WaThEF ...

VBES120TVE-107-1.

T5-1480071
BSVI2VE-vVa-112

e T 104031
T3 1081 ...

BSVI2VS-V2115 ...
BSVIZVE-V2-116 ..

- BEVIVENVZNT

v 1 OO0

BSV12V5E-V2-120
TS-1490021
- BSVIAVEVE122 .

. TS-1580061 ...

- BEVIZVE-NVE-1E ekt
. BESVIZVS-Va 124 lii-:‘-HanE:Iﬂrrq:F'hm

Socket Head Cap Screw -.-.......-...................................Z.'ZZ:I.’::Z:Z'..ZZ:Z:Z_ME.-: T

T5-2361061

. BSVAIZVE-V2-127 ... Bracket ...

- BEVIVS-2-128

VBS120TWS-12G

Lo STWEBK ..

. BSVIZVS-V2.131 ..

- BEVI2VE-V2132 .

- BSVIVE VI3

- Rournd Head Machine Serew, ... _M5x 12

Flat WEI'H.r TSR IR AT ET ST RTYETNTE TR TRT T

Guide Post & Work Table A.mnrliﬂy
.. Socket Hnﬂap Screw...
. Flat Washer .

Emhﬂkhadcap&:rw

Hex Mut

Spring Washer
Hex

T MEL

Hex Cap sr,m..._:'_Z:ﬁﬁ.'_'::::ﬁ:ﬁﬁ:i:ﬁ::::.'_'ﬁ_..._umzs R s

. Gaside Posl Rack.
Roll Pin .

TS-233081 . B L _HB-_ ............................
L7 TN e DR T 8 e - MB-125P x 40mm

i M i'lz'.ii"ié'."'fﬁfﬁi":

% us.......f.ﬁﬁﬁﬁﬁ.ﬁ_'ﬁ__'ﬁ_ﬁﬁ_ﬁf..ﬁﬁﬁ_
_______ TSAS40081 . MexMub . .. W2

.T
2
2
1

1
e R
!
1
1
1
1
1

1

N Sy S R P - SR L 0 Y

§ ioogo, m 1
— Pl b B s o s

Special
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P IR | | | |~ —

o ST TS-1603061 ...

214, . VBS1207V5-214
215 . VBS120TVS-215

............... VBS1207VS-215A. .

218 . BSVIZVS-V2-218

e Bl BRI s

E1E. e BEVIZVE-V2-210

230. ... TS-1505081 . ...
231 L BSVIVENVE-3T
232. ... BSVI2VS-\V2.232
223 -BSWIIVE-V2- 233 .

2382 ... TS-2561081 .

RS - ) e
S TE-1540087 ...

S0 e TR

240-1 ... TS-1550061 ..

247 TEA0003

411 TS-1550061 _.__..

M2 L TE-IM05T
243 i THEIB08T i
244 VBS120TVE-244

.. Whes! Tiee il :

. Leadscrew ..

Drh'eﬁym Amrhty
poenn— HEX NUL i
M2 _Ts0r20111 .

T S

. Leadscraw Aﬁaanl:rl'j' {ln::iu:luﬂ ﬂEIE #.211 #215] ................................... R

Uppa:"i'ﬁ'raaiﬁlm
.. Leadscrew Mut_...

o M2
Mz

""IZII.'_'Z:I_ 1HP,10P, 3Pn nc.__':ﬁﬁ_
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Welder Assembly
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18.0 Electrical Connections
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