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Safety warnings

In addition to the safety requirements contained in
these operating instructions and your country’s
applicable regulations, you should observe the
generally recognized technical rules concerning the
operation of woodworking machines.

Any other use exceeds authorization.
In the event of unauthorized use of the machine, the
manufacturer renounces all liability and the

responsibility is transferred exclusively to the operator.

3.2 General safety notes
Woodworking machines can be dangerous if not used
properly. Therefore the appropriate general technical

rules as well as the following notes must be observed.

Read and understand the entire instruction manual
before attempting assembly or operation.

f&
N
Keep this operating instruction close by the machine,

protected from dirt and humidity, and pass it over to
the new owner if you part with the tool.

No changes to the machine may be made.

Daily inspect the function and existence of the safety
appliances before you start the machine.

Do not attempt operation in this case, protect the
machine by unplugging the power cord.

Before operating the machine, remove tie, rings,
watches, other jewellery, and roll up sleeves above
the elbows.

Remove all loose clothing and confine long hair.

Wear safety shoes; never wear leisure shoes or
sandals.

Always wear the approved working outfit:

- safety goggles
- ear protection
- dust protection

Do not wear gloves while operating this machine.

Install the machine so that there is sufficient space for
safe operation and workpiece handling.

Keep work area well lighted.

The machine is designed to operate in closed rooms
and must be bolted stable on firm and levelled table
surface or on the supplied cabinet stand.

Make sure that the power cord does not impede work
and cause people to trip.

Keep the floor around the machine clean and free of
scrap material, oil and grease.

Stay alert!
Give your work undivided attention.

Use common sense. Do not operate the machine
when you are tired.

Keep an ergonomic body position.
Maintain a balanced stance at all times.

Do not operate the machine under the influence of
drugs, alcohol or any medication. Be aware that
medication can change your behaviour.

@)

Never reach into the machine while it is operating or
running down.

Keep children and visitors a safe distance from the
work area.

Never leave a running machine unattended. Before
you leave the workplace switch off the machine.

Do not operate the electric tool near inflammable

liquids or gases.

Observe the fire fighting and fire alert options, for

example the fire extinguisher operation and place.

Do not use the machine in a dump environment and
do not expose it to rain.

Before machining, remove any nails and other foreign
bodies from the workpiece.

Work only with well sharpened tools.
Machine only stock which rests securely on the table.

Always close the chuck cover before you start the
machine.

Specifications regarding the maximum or minimum
size of the workpiece must be observed.



Do not remove chips and workpiece parts until the
machine is at a standstill.

Do not stand on the machine.

Connection and repair work on the electrical
installation may be carried out by a qualified
electrician only.

Have a damaged or worn power cord replaced
immediately.

Make all machine adjustments or maintenance with
the machine unplugged from the power source.

Environmental protection

Protect the environment.

Your appliance contains valuable materials which can
be recovered or recycled. Please leave it at a
specialized institution.

|

This symbol indicates separate collection for electrical
and electronic equipment required under the WEEE
Directive (Directive 2012/19/EC) and is effective only
within the European Union.



Specifications

1[0 To [ I AN U T 0 0] o= PRI VBS-3612
Y (o To3 Q1N [U 1 ] o= PRSPPI 414470T
Blade SPEEAS ....coueiiieiiiee e Low 14-130MPM, High 174-1600MPM
Height Capacity, MAXIMUIM ......cciieiiiiiiiieire e e ciieie e e e e s s st e e e e e e s s ss e eereeeeesasssntaeeeaaesssannsnnaneeeeesssanns 300mm
Throat Capacity, MaXIMUM ........cccuiiiiie e s i e e e s s rr e e e e e s s s e e e eee e s s aastaeereeeeesaasntaeeeeeeeesannnnnnns 920mm
Table SIZ€, MAIN (L X VW) ..eiiiiiiiiiiiieiie e sttt e e s e s e e e e e s s st e e e e e e s s s nnbeaeeeaeessanntnanneeaeeseaanns 600x700mm
Table Size, AUXIAIY (L X VW) oot e e s st e e e e e e s s sanbr e e e e e e e e snntnaeeeeaeeeeannns 450x700mm
QLIE= Lo (=T o 1= T T | L= L PP 1016mm
BIF= T o] (=T I (o 1= ) I PRSP 10° L, 45° R
L= (o 1=T o (Y TSP P PP PPPPPP PP 4.2
2 FoTo [ =T oo 11 g =T o] o] (0 ) R PP P PO U PP UPPPRN 5035mm
Blade WIOLN ... e eas 3mm min., 25mm max.
1Y ] (o TEFC, 3HP, 3Ph, 400V , 50Hz
Floor Space Required (LXWXH) ......ueiiiiiiiiiiiiee e 1752x 812mm x 2057mm
N A Y= T | o | T TP PT PP OUTPPTPT 800kg
S I oo ———————— 960Kg

The specifications in this manual were current at time of publication, but because of our policy of continuous
improvement, Promac reserves the right to change specifications at any time and without prior notice, without
incurring obligations.



Features and Terminology

1

6
5 \
13 :
241 ; 17
24 18
14 I 16
15 J
A
— Main Work Table
— Work Lamp

— Blade Tension Handwheel

— Auxiliary Work Table

— Variable Speed Handwheel

— Chip Port

— Gear Shift Lever

— Rod for Circle Cutting Attachment
— Guide Post Lock Knob

10 — Guide Post Raise/Lower Handwheel
11 - Blade Tracking Knob

12 — Electrical box

13 — Blade Speed readout (MPM)

14 — Power Indicator Light

15 — Control Panel Lockout

© 0O ~NO Ol WDN P

16 — Emergency Stop Button
17 — Blade Start Button

18 — Blade Stop Button

19 — Shear

20 — Weld Switch

21 — Anneal Switch

22 — Clamp Pressure Selector
23 — Clamp Jaws

24 [24-1— Grinding Wheel Switch
25 — Grinding Wheel

26 — Clamp Handles

27 — Blade Tension Gauge

28 — Chip Blower Hose



Unpacking

Open shipping container and check for shipping damage. Report any damage immediately to your
distributor and shipping agent. Do not discard any shipping material until the Band Saw is set up and
running properly.

Compare the contents of your container with the following parts list to make sure all parts are intact.
Missing parts, if any, should be reported to your distributor. Read the instruction manual thoroughly for
assembly, maintenance and safety instructions.

Contents of the Shipping Container

1 Band Saw
1 Fence
1 Feed Screw
1 Miter Gauge
1 Circle Cutting Attachment
1 Shear
1 Tool box, containing:
Reversible Screwdriver
Socket Head Cap Screws 5/16”
Socket Head Cap Screws 5/16”
Eye Bolt
Knob
Set of Hex Wrenches
Wrench, 26mm
Set of Keys for control panel
1 Set of Keys for rear door
1 Owner's Manual

P PR R R NODNR

Fence

" Feed Screw i I

Miter Gauge

Circle Cutting Attachment

AWARNING Read and understand the entire contents of this manual before attempting
set-up or operation! Failure to comply may cause serious injury.




Installation and Assembly

Tools required for assembly:

Forklift with strap or chain
Eye bolt (provided)
Set of hex wrenches (provided)

Remove all crating and plastic from around the
band saw. Remove any lag screws or holding
straps which secure the band saw to the wood
pallet.

Remove the eye bolt from the tool box, and
screw it into the hole at the top of the machine.
Use a forklift with a strap or chain connected to
the eye bolt to lift the band saw from the pallet.

Move the band saw to its permanent location
which should be dry, well ventilated, with
sufficient lighting. Leave enough space on all
sides to handle long stock or perform routine
maintenance on the machine. Make sure the
floor is level and able to support the weight of
the machine.

The Band Saw may be further stabilized by
securing it to the floor using lag screws through
the four holes in the stand.

Areas of the Band Saw have been given a
protective coating at the factory. This should be
removed with a soft cloth moistened with
kerosene or mineral spirits. Do not get solvents
near plastic or rubber parts, and do not use an
abrasive pad as it may scratch metal surfaces.

Fence

Place the fence (Figure 1) onto the groove in
the table as shown, and screw in the knob (from
the toolbox) to tighten the fence in position.
Feed Screw

Use two socket head cap screws (provided) to
mount the feed screw to the front edge of the
table (Figure 1). Use a 6mm hex wrench to
tighten the screws.

Shear

Mount the shear to the back edge of the band
saw with two socket head cap screws
(provided), as shown in Figure 2.

Circle Cutting Attachment

To use the circle cutting attachment, mount it to
the rod as shown in Figure 3.

Grounding Instructions
AWARNING

Electrical connections must

Soc. Hd.
Cap Screws

Figure 2

Micro Adjust

/ Knob

A

Figure 3




be made by a qualified electrician in
compliance with all relevant codes. This
machine must be properly grounded to help
prevent electrical shock and possible fatal
injury.

This machine must be grounded. In the event of
a malfunction or breakdown, grounding
provides a path of least resistance for electric
current to reduce the risk of electric shock.

Improper connection of the equipment-
grounding conductor can result in a risk of
electric shock. The conductor with insulation
having an outer surface that is green with or
without vyellow stripes, is the equipment-
grounding conductor. If repair or replacement
of the electric cord or plug is necessary, do not
connect the equipment-grounding conductor to
a live terminal.

Check with a qualified electrician or service
personnel if the grounding instructions are not
completely understood, or if in doubt as to
whether the tool is properly grounded.

Repair or replace a damaged or worn cord
immediately.

Make sure the voltage of your power supply
matches the specifications on the motor plate of
the Band Saw. The machine should be
connected to a dedicated circuit.

Extension cords

The wuse of an extension cord is not
recommended for this Band Saw. But if one is
necessary, make sure the cord rating is suitable
for the amperage listed on the machine’s motor
plate. An undersized cord will cause a drop in
line voltage resulting in loss of power and
overheating.

Use the chart in Figure 4 as a general guide in
choosing the correct size cord. If in doubt, use
the next heavier gauge. The smaller the gauge
number, the heavier the cord.

Three Phase Operation

If the Band Saw is to be hard-wired to a panel,
make sure a disconnect is available for the
operator. During hard-wiring of the Band Saw,
make sure the fuses have been removed or the
breakers have been tripped in the circuit to
which the Band Saw will be connected. Place a
warning placard on the fuse holder or circuit
breaker to prevent it being turned on while the
machine is being wired.

Three-Phase Test Run

After wiring the band saw, you should check
that the wires have been connected properly.
Connect machine to the power source and turn
it on for an instant to watch the direction of
blade movement.

11

Recommended Gauges (AWG) of Extension Cords

Extension Cord Length *
25 50 75 | 100 | 150 | 200
Amps feet | feet | feet | feet | feet | feet
<5 16 16 16 14 12 12
5t08 16 16 14 12 10 NR
8to 12 14 14 12 10 NR | NR
12to 15 12 12 10 10 NR | NR
15to 20 10 10 10 NR | NR | NR
21to0 30 10 NR | NR | NR | NR | NR

*pbased on limiting the line voltage drop to 5V at 150% of the
rated amperes.
NR: Not Recommended.

Figure 4



If the blade runs upward instead of downward,
disconnect machine from power, and switch
any two of the three leads in the motor junction
box (see “Electrical Connections”).

Adjustments
Blade Removal and Installation

AWARNING Wear leather gloves when

removing or installing band saw blades.
New blades wusually come in a coiled
position; to prevent injury, hold the blade
with one hand while carefully uncoiling it
with the other.

1. Disconnect machine from power source.

2. Open the upper and lower doors, and swing
away the guard (Figure 5).

3. Remove the block from the front edge of
the table (Figure 5).

4. Loosen tension on the blade by turning the
tension handwheel (Figure 6) to the left.

5. Remove the worn blade and install the new
blade, making sure the teeth face
downward where they pass through the slot
in the table.

6. Use the tension handwheel to tighten the
tension on the blade.

7. Proceed with “Blade Tension” and “Blade
Tracking” before operating the band saw.

Blade Tension

Rotate blade tension handwheel to the right to
increase tension on the blade, to the left to
decrease tension on the blade. Initially, set the
blade tension to correspond to the width of your
blade, as indicated on the tension gauge
(Figure 6). As you become familiar with the
saw, you may find it necessary to change the
blade tension from the initial setting, depending
on the width of the blade as well as the material
being worked.

Keep in mind that too much or too little blade
tension can cause blade breakage and/or poor
cutting performance.

If the band saw is not to be used for a period of
time, release tension on the blade — this will
prolong its life. First make a note of the specific
tension setting for that blade. The tension can
then be re-established quickly when operations
are resumed.

Blade Tracking
1. Disconnect machine from power source.

2. Open the top blade wheel doors.

3. Move the gear shift lever into neutral

12

Figure 5




position (straight down).

4. Move the upper and lower blade guides
away from the blade (see “Blade Guides”).

5. Rotate upper blade wheel by hand,
observing the position of the blade as it
rides upon the wheel. The blade should
track as near the center of the wheel as
possible.

6. If the blade does not track properly, rotate
the blade tracking knob (Figure 6)
clockwise to move the blade toward the
front of the wheel (as viewed from the front
of the saw) or counterclockwise to move the
blade toward the rear of the wheel. NOTE:
This will also move the blade away from or
toward the stoppers on the blade guide
assemblies, as shown in Figure 7.

IMPORTANT: These are  sensitive
adjustments; make them gradually and
allow the blade time to react to the
changes.

7. When satisfied, return the upper and lower
blade guides close to the blade.

8. Close upper and lower doors.

Guide Post

For effective cutting and for safety’s sake, there
should be a minimum amount of space between
the top of the workpiece and the bottom of the
blade guides. Loosen the locking knob (see
Figure 6) and rotate the handwheel (Figure 6)
to raise or lower the guide post so that the
guides clear the workpiece by about 3/16”.

Blade Guides
ACAUTION Blade guides must be

properly adjusted or damage may occur to
the blade and/or guides.

1. Loosen the two socket head cap screws on
the guide housing. See Figure 8.

2. Move the guide support forward or
backward in accordance with the width of
the blade. The front end of the blade guides
should be adjusted approximately 1/8”
behind the blade teeth. See Figure 8.

Tighten the hex cap screws securely.

4. This procedure should be done for both
upper and lower guide housings.

5. Loosen the socket head cap screws (Figure
9) on the blade guides.

6. Move the blade guides so they are as close
to the blade as possible without touching it.

7. Tighten the socket head cap screws (Figure
9).

Guide ® . Blade
Post ®  Tracking
Handwheel
& Knob

| Tension
Gauge

]

. M

\ Blade Tension

Figure 6

BLADE ALIGN ADJUSTMENT

g ——

—

éTOPPER STOPPER

Figure 7

- Guide Support -

Socket Hd.
Cap Screws

approx. v i
:" 1I i I,h

Figure 8
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8. This procedure should be done for both BLADE GUIDES
upper and lower blade guides.

As the blade guides receive use, they will
become worn at the front end. If the blade N\
guides become difficult to adjust, switch the left =>

and right blade guides (Figure 10).

The stopper positioned behind the back edge of
the blade (Figure 10) will also become worn
with use, and the friction of the shaft with the
saw blade may cause lines in the surface of the

stopper. If this occurs, loosen the socket head CLEARANCE Hex
cap screw, and rotate the stopper to either side Wrench
to change its position on the blade. Re-tighten _

socket head cap screw. Figure 9

Squaring Work Table with Blade

1. Place the table in horizontal position with
“0” on the scale (Figure 11).

BLADE GUIDE

TURN OVER

2. Place a machinist’s square on the table and
against the blade as shown.

3. If the square is not flush against the blade,
loosen the screw below the table (Figure
11) with a 26mm wrench (provided).

4. Tilt the table as needed until the square is SUPER-HARD TIP
flush with blade. Retighten the screw.

5. Make sure the pointer is set at “0” on the
scale. If it needs slight adjustment, loosen
the screw and shift the pointer until it aligns
with “0”. Re-tighten the screw.

Auxiliary Table

1. After the main work table has been set
perpendicular to the blade, use a straight STOPPER Soc. Hd.
edge to confirm that the auxiliary table is Cap Screw
level with the main table, as shown in
Figure 12. If the auxiliary table is not level Figure 10
with the main table, make adjustments as
follows.

2. To tilt the auxiliary table left or right, loosen
the screws (A, Figure 12) and turn one of
the stops (B, Figure 12) as needed. Re-
tighten screws (A, Figure 12) securely after
adjustment.

3. To adjust the table front to back, loosen
screws (C, Figure 12). Re-tighten screws
securely after adjustment.

Replacing Drive Belts
(See Figure 13)
1. Disconnect machine from power source. Table Adij.

2. Toremove the motor drive belt, loosen the Screw
four screws at the base of the motor. Lift up
on the motor to slacken and remove the
belt. Figure 11

3. To remove the air compressor drive belt,
loosen the four hex nuts on the base of the
air compressor and slide the compressor in

14




the direction of the motor. After installing a
new belt, slide the compressor away from Straight Edge

the motor to tension the belt, and re-tighten
the four hex nuts.

4. To remove the gearbox drive belt, loosen
the hex nuts on the base of the lower
variator, and slide the lower variator upward
to slacken and remove the belt.

5. To remove the variator belt, loosen the
four hex nuts on the variator and push the
variator upward to slacken the belt.

6. After installing new belts, make sure they
are tensioned properly.

Figure 12
Work Lamp Bulb
The Work Lamp uses a 20W/24V Halogen light.
— Lower Variator Disc
Gearbox Drive Belt Variator Belt
B an d S aw O pe rati on 222:2:’)‘( Pulley F Upper Variator Pulley

Consult “Features and Terminology” on page 7
for identification of the controls.

Unlock the control panel using the provided
keys.

AWARNING Never operate the band saw
without blade covers in place and secured.

Blade Break-In Procedure

New blades are very sharp and, therefore, have
a tooth geometry that is easily damaged if a
careful break-in procedure is not followed.
Consult the blade manufacturer’s literature for Air Compressor Motor.
break-in of specific blades on specific materials. Air Compressor Drive Belt e
The following procedure will be adequate, Lower Varfator Pulley

however, for break-in of JET-supplied blades on
lower alloy ferrous materials.

Figure 13

1. Use a section of round stock.

2. Operate the saw at low speed. Start the cut
with a very light feed rate.

3. When the saw has completed about 1/3 of
the cut, increase the feed rate slightly and
allow the saw to complete the cut.

4. Keep the feed rate at the same setting and
begin a second cut on the same or similar
workpiece.

5. When the saw has completed about 1/3 of
the cut, increase the feed rate while
watching the chip formation until cutting is
at its most efficient rate (refer to “Evaluating
Cutting Efficiency” below). Allow the saw to
complete the cut.

6. The blade is now considered ready for use.

Setting Blade Speed

1. Refer to the Speed and Pitch selection
chart on page 23. Select the speed setting

15



for the material to be cut.

2. While the machine is NOT running, move
the gear shift lever to the required speed
setting (high or low). See Figure 14.

ACAUTION Move the gear shift lever

only when the machine is NOT running, to
prevent damage to the gearbox.

3. Start the saw using the pushbutton.

4. Turn the speed setting handwheel (Figure
14) to the required speed. Turning the
handwheel clockwise increases speed.
Turning counterclockwise decreases speed.

ACAUTION

handwheel
running.

Rotate the speed setting
only when the band saw is

Evaluating Cutting Efficiency

The best way to determine whether the blade is
cutting efficiently is to observe the chips formed
by the cutting.

e |If the chip formation is powdery, then the
feed is much too light, or the blade is dull.

e If the chips formed are curled, but colored —
blue or straw colored from heat generated
during the cut — then the feed rate is too
high.

e If the chips are slightly curled and are not
colored by heat — the blade is sufficiently
sharp and is cutting at its most efficient
rate.

Welder Operation

AWARNING Wear eye protection while

operating the welder. Use care when
handling the blade after welding to avoid
burns.

The welding procedure involves the following
steps: Shearing the blade, grinding teeth to
allow for the weld area, the actual welding,
inspection of the blade, annealing, grinding and
a final inspection of the blade. This procedure
can be accomplished using the shear and
welder assemblies on your band saw. Proceed
as follows:

Shearing

Cut the blade to the longest length needed for
the band saw. Using the shear to cut your blade
will ensure that the blade ends are cut flat,
square and smooth.

1. Place the blade in the shear as shown in
Figure 15. Make sure the blade is held
square with the shear knife, so that the cut
will be square with the blade.

16
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2. Position the blade so that the cut is made at
a place that allows for uniform spacing of
the teeth. See Figure 16.

3. Push down the handle.

IMPORTANT: If a blade has been cut by using
snips, the ends of the blade must be ground
square before welding them together, as shown
in Figure 17.

Removing Teeth

In fine pitched blades, one or more of the teeth
on each side of the cut may need to be
removed by grinding so that the weld area of
the blade is uniform and the teeth will be
uniformly spaced. See Figure 16.

Welding

4. Carefully clean the ends of the blade which
will contact the welder jaws. Remove any
dirt, oil, scale and oxide.

ACAUTION Any rust (oxide) on the blade
in the vicinity of the weld must be ground
off before the blade can be welded.

5. Turn pressure knob to “0” position (pointed
downward). NOTE: There will be some
resistance when turning the knob.

6. Insert one end of the blade in the left clamp
(Figure 18). Position the back edge of the
blade against the back edge of the left
clamp. Then position the end of the blade
midway between the left and right clamps.
Tighten the left clamp.

7. Insert the other end of the blade in the right
clamp. Position the back edge of the blade
against the back of the right clamp. Then
butt the end of the blade against the other
end of the blade (the blade ends need to be
in contact with each other). Tighten the right
clamp.

8. Set the pressure selector switch
(counterclockwise rotation) to the
approximate setting required for the width
of the blade being welded.

AWARNING Keep hands clear of the weld
area and the clamp jaws during welding.

9. Press and hold the weld button (Figure 18).
When the weld button is pushed, the left
clamp moves to the right to apply pressure
to the blade ends. At the same time, sparks
will come from the blade ends as they are
being welded. Do not release weld button
until the blade joint is “red hot.”

10. Release the weld button, and wait 3 or 4
seconds until blade returns to original color.

Figure 15

Clean blade ends which
will contact welder jaws

Grind off teeth
x [ within welding area

S I i G

< Areas consumed
by welding

Cut off blade ends square.
Allow for correct tooth spacing.

Figure 16

Square ends
before welding

Pressure
{ Selector

Figure 18



Unclamp the blade.

11. Rotate the pressure selector switch back to
“01!.

ACAUTION The welder is designed for
intermittent use. Repeated welding within a
short period of time may cause the welder to
overheat.

12. Remove the blade from the clamps, and
carefully inspect it. The spacing of the teeth
should be uniform and the weld should be
located in the center of the gullet.
Misalignment is easily noted at this time
from the weld appearance. See Figure 19
for examples of incorrect welds.

13. If the weld is imperfect, refer to the trouble-
shooting section on page 28 for possible
remedies to any problems. Make

corrections before annealing.

Annealing

The blade must now be annealed, or cooled at
a controlled rate to prevent it from becoming too
brittle.

14. Turn the pressure selector knob all the way
to the left so the clamp jaws are closest to
each other.

15. Insert the blade into the clamps so the weld
area is centered between the clamps.
Secure the blade in the jaws with the clamp

handles.

16. Quickly press and release (jog) the anneal
button (Figure 18). Repeat the press-and-
release process until you see a slightly red

glow from the weld area.

ACAUTION Do not press and hold the

anneal push button. The weld will be
overheated and will fail due to the excessive
heat.

17. Release both blade clamps, allow the blade
to cool, then remove the blade from the
clamps.

18. Check the integrity of the weld. Bend the
blade to form a radius at the point of the
weld. The size of the radius should be
approximately the same as the radius of the
band saw drive wheel. The weld must hold
and not break or crack after forming the
radius. If the weld breaks, cut away the
welded area and repeat the welding-
annealing process.

19. Check to make sure the welded section is
the same thickness as the rest of the blade.
If not, grind off excess weld material using
the grinder (Figure 20). Figure 21 illustrates

some unacceptable grindings.
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“Blown-out” weld

“5

Overlapped weld

Figure 19

Figure 20

[ 5 ] |
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Bad Grindings

Figure 21



ACAUTION | ¢ e piade is thicker at the

weld than at the rest of the blade, using the
blade may damage the guides.

20. When grinding, do not hit the teeth, or grind
deeper than the thickness of the blade; or
burn or overheat the weld area. Be sure to
remove flash from the back edge of the
blade. Any flash or “stub” teeth which
project beyond the normal set or height of
the other teeth must be ground off.

Clean Up

It is very important that the clamp jaws be kept
clean at all times. The jaws or inserts must be
wiped or scraped clean after every weld. Doing
this will ensure better welds by holding proper
alignment, preventing flash from becoming
embedded in the blade, and preventing shorts
or poor electrical contact.

Blade Selection

Using the proper blade for the job will increase
the operating efficiency of your band saw, help
reduce necessary saw maintenance, and
improve your productivity. Thus, it is important
to follow certain guidelines when selecting a
saw blade. Blade breakage, teeth stripping,
crooked cuts, and other common complaints
are, in most instances, caused by using the
wrong blade.

Consider these factors when selecting a blade:

e The type of material you will be cutting.

e The thickness of the workpiece.

e The features of the workpiece, such as
bends or curves with small radii.

These factors are important because they
involve basic concepts of saw blade design.
There are six blade features that are normally
changed to meet certain sawing requirements:

width

gage

pitch (humber of teeth per inch)
tooth form (or shape)

the “set” of the teeth

the blade material itself

ogkrwnE

Width

Band saw width is measured from the back of
the blade to the tip of the tooth. Always use the
widest blade possible that still performs the
needed job. Generally, wider blades are used
for straight cutting. Narrower blades are used
when the part being cut has curves with small
radii. Refer to the chart in Figure 22 to select a
width for radius cutting.

Gage

Use the standard gage (blade thickness) except
when the increased thickness of the workpiece

el & -
clec|la|L|® xe
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2 1-1/21-1/4 1 3/4 5/8 1/2 3/8 1/4 3/16 1/8 3/32 1/16
WIDTH OF SAW BAND IN INCHES

The radii in this chart are all based on cutting 1-inch thick
mild steel and using manual feed. In order to cut a close
tolerance radius the following factors, in addition to the blade
width, must be considered: thickness, machinability, feed
force and the location of the pivot point. Heavy feed in thick
work, for example, results in a barrel-shaped cut.

Figure 22



decreases accuracy and width cannot be
increased to compensate.

Examples of heavy gage applications:
1. When radius cutting in thick materials.

2. When the maximum width usable on the
machine still provides insufficient beam
strength for the blade. (Beam strength is
the blade’s resistance to compression
caused by strong feeding or the type of
material being cut).

Pitch

Pitch is measured in “teeth per inch” (T.P.l.)
and can be constant or variable. Figure 23
shows blades with different pitches. A fine pitch
(more teeth per inch) will cut slower but
smoother. A coarse pitch (fewer teeth per inch)
will cut rougher but faster.

As a rule of thumb, the thicker the workpiece,
the coarser will be the blade pitch. If you have
to cut a hard or very brittle material, you will
probably want to use a blade with a finer pitch
in order to get clean cuts.

Using a blade with too few teeth may cause
vibration and a rough cut, while too many teeth
may cause the gullets to fill with shavings and
overheat the blade.

As a general rule, use a blade that will have no
fewer than 6 and no more than 12 teeth in the
workpiece at any given time.

The chart on page 23 will aid in determining
pitch for a particular job.

Shape

Figure 24 shows common types of tooth shape.
Tooth shape has an effect on cutting rate.

The Regular blade, sometimes called a “raker”
blade, has evenly spaced teeth that are the
same size as the gullets, and a 0-degree rake
angle. This is a good general-purpose blade,
and often works well with ferrous metals.

The Skip type has fewer teeth and larger
gullets, providing the added chip clearance
needed for cutting softer, nonferrous materials,
as well as non-metallic applications such as
wood, plastic, cork, and composition materials.

The Hook blade has larger teeth and gullets
and a positive rake angle which permits better
feed and chip removal. It is useful for both cast
iron as well as hard, nonferrous alloys.

Variable-tooth blades combine features of the
other styles. They generally offer smooth cuts
and long blade life, while reducing noise and
vibration.

Set

The term “set” refers to the way in which the
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saw teeth are bent or positioned. Bending the
teeth creates a kerf that is wider than the back
of the blade.

Set patterns are usually selected depending
upon the type of material that needs to be cut.
Three common set patterns are shown in
Figure 25.

The Regular, or Raker, set is generally
furnished on blades which have 2 to 24 teeth
per inch. These blades have one tooth set to
left, one to right, and one unset tooth called a
raker. The raker set is often used for contour
cutting.

The Wave set is generally furnished on blades
which have 8 to 32 teeth per inch. This set has
groups of teeth bent alternately to left and right,
which reduces the strain on individual teeth.
Blades with a wave set are used where tooth
breakage is a problem, such as in cutting thin
stock or where a variety of work is cut without
changing blades; also when the thickness of the
workpiece changes, such as cutting hollow
tubing or structurals.

The Straight set has teeth in a consistent,
alternating pattern, which is good for fast, basic
cuts where a fine finish is not important. This
set is also popular for cutting wood and plastics.

Material

Some of the most common blade materials
include:

Carbon Steel Blade — widely used because of
its general adaptability for all types of work and
for its lower cost. Excellent for cutting
nonferrous metals and plastics.

High Speed Steel Blade - resists heat
generated while cutting to a far greater extent
than carbon steel blades. Best suited for cutting
nonferrous metals.

Carbide-Tipped Blade — Best used for cutting
titanium, beryllium, and case hardened
materials.

21

RAKER STRAIGHT WAVE

Figure 25

Blade Breakage

Band saw blades are subject to high stresses
and breakage may sometimes be unavoidable.
However, many factors can be controlled to help
prevent most blade breakage. Here are some
common causes for breakage:

1. Misalignment of the blade guides.

2. Feeding workpiece too quickly.

3. Using a wide blade to cut a short radius
curve.

4. Excessive tension.

5. Teeth are dull or improperly set.

6. Upper guides are set too high off the
workpiece.

7. Faulty weld on blade.



Maintenance

AWARNING Before doing maintenance

on the machine, disconnect it from the
electrical supply by pulling out the plug or
switching off the main switch! Failure to
comply may cause serious injury.

Use a brush to loosen accumulated chips and
debris. Use a shop vacuum to remove the
debris. Make sure the chip brush on the lower
band wheel is properly adjusted.

Lubricate the air compressor with air tool oil
about every six months, or more frequently if
necessary. Unscrew the cap (Figure 26) and
add oil. Replace cap when finished.

Add grease to the gear box through the grease
fitting; also add grease as needed to the worm
gear.

If the power cord is worn, cut, or damaged in
any way, have it replaced immediately.

Oil Cap

Figure 26

The chart (Figure 27) identifies areas that
require cleaning and/or lubricating. Use good
quality, general purpose lubricants.
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Machine Part

Lubricant

Frequency

Bearings Machine oil Wipe down every day and
lubricate every 6 months
Rack and sliding portion of | Grease every 7 days
Guide Post
Gear shift lever Grease every 6 months
Worm gear Grease every 3 months
Variator pulley Machine oil every 3 months
Blade tension screw Grease once a month
Air compressor reservoir Air Tool oil every 6 months
Weld clamp jaws | - clean after each use
Rubber tire | e wipe off daily
Work tables | - clean daily
Figure 27
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Speed and Pitch Chart

Thickness | Sawing speed (M/min) Pitch (No. of teeth / inch)
for specified Material & thickness

Material ~1/4 1/4~1 1~3 3~6 6~ ~1/4 |1/4~1] 1~3 | 3~6 | 6~
High carbon steel 70 60 60 45 45 18 14 10 6 4
Free cutting steel 60 45 40 30 30 18 14 12 6 4
Ordinary tool steel 40 30 30 .25 20 24 18 14 8 4
High speed steel 30 25 20 20 20 24 |14 12 8 4
Stainless steel 25 20 - 20 20 20 18 14 10 8 4
Thick iron plate 45 30 20 20 20 18 14 10 8 4
Cast iron 45 40 30 25 20 18 14 12 8 4
Aluminum 108,A108 365 275 180 120 60 18 10 6 3 3
A132,C133 365 275 180 120 60 18 10 6 3 3
13,43,85,4032,6151 550 425 245 150 90 18 10 6 3 3
113,138,152, B-195 550 380 275 180 90 18 10 6 3 3
B-214,312,333 550 380 275 180 90 18 10 6 3 3
212,355,356,360,380 550 380 275 180 90 18 10 6 3 3
142,195,750 915 825 735 670 610 18 10 6 3 3
2014,2018,2025 915 825 735 670 610 18 10 6 3 3
6053,7075 915 825 735 670 610 18 10 6 3 3
6061,6063 1500 1220 1065 915 770 18 10 6 3 3
122,214,218,220 1500 1385 1220 1065 915 18 10 6 3 3
1100.2011,2017,3003,3004; 1500 1500 1500 1385 1220 18 10 6 3 3
2024,5052 1500 1500 1500 1500 610 18 10 6 3 3
Magnesium bronze 125 75 40 25 20 14 8 6 3 3
Leaded commercial branze 915 610 450 305 150 14 8 6 3 3
Commercial branze 150 105 60 30 20 14 8 6 3 3
Free cutting brass 1220 915 610 450 300 14 8 6 3 3
Forging brass 610 460 335 245 150 14 8 6 3 3
High leaded brass 1065 825 565 410 260 14 8 6 3 3
Leaded brass 610 460 275 215 150 14 8 6 3 3
Low loaded brass 455 305 150 60 20 14 8 3 3 3
Leaded copper 765 550 360 240 120 14 8 3 3 3
Cadmium copper 90 60 30 25 20 14 8 3 3 3
Magnesium 1500 1385 1220 915 610 14 8 3 3 3
Cadmium 1220 1065 915 915 760 14 8 6 3 3
Manganese 60 45 30 25 20 24 14 6 3 3
Nickel 55 40 30 25 20 18 14 6 3 3
Bdenum 55 45 40 35 25 18 14 6 3 3
Chrome 50 40 25 20 20 18 14 6 3 3
Silicon 55 30 30 20 20 18 14 6 3 3
Carbon (8~35) 1220 1065 915 765 610 10 6 3 3 3
Carbon (35~65) 615 245 90 45 20 14 10 6 3 3
Carbon (1008~ 1095) 60 45 30 25 20 24 14 6 3 3
Rubber 460 155 90 60 45 18 14 10 8 6
Plastics 1500 1065 765 550 455 10 8 3 3 3
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Typical Band Saw Operations

&

RIPPING SLICING BEVELING
SLOTTING SEGMENTING SHAPING CUT
SPLITTING ANGULAR CUT GRINDING RELIEF

S

EXTERNAL CONTOUR

N

INTERNAL CONTOUR

THREE-DIM. CUTTING

SHAPING

é

COMPOUND ANGLE CUT
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Troubleshooting — Operating Problems

Trouble

Probable Cause

Remedy

Saw blade is twisted.

Blade has been improperly welded.

Re-weld the blade

Blade not installed properly.

Set the guide inserts closer, and
increase blade tension.

Feeding workpiece too forcefully.

Decrease feed rate.

Incorrect choice of blade.

Use a proper width blade for radius
or wavy line cutting.

Cuts not straight.

Blade tooth has improper set.

File to proper set or replace blade.

Not enough blade tension.

Increase tension.

Guide post too high.

Set guide post closer to the
workpiece.

Feed rate too strong.

Decrease feed rate.

Blade not tensioned enough.

Increase tension.

Blade slips off

wheel(s). . Contact technical service for
Wheels not aligned properly. adjustment of wheel alignment.
Blade speed too fast. Use slower speed.

Blade quickly . .

becomes dull. Wrong blade for the job. Use proper blade for workpiece.
Feed rate excessive. Decrease feed rate.
Dull blade. Sharpen or replace blade.
Guide post not fixed properly. Fix guide post in position.

Blade warps.

Blade not tensioned enough.

Increase tension.

Blade not 90° to table.

Adjust table perpendicular to blade

Band Saw is noisy,

or vibrates too much.

Band Saw not resting on level
surface.

Floor must be flat.

The variator pulley is damaged.

Replace pulley.

Blade teeth keep
breaking.

Incorrect blade for the job.

Select proper blade pitch and style.

Blade is of inferior material.

Use better quality blade.

Blade becomes
damaged easily.

The blade has been over-annealed.

Decrease annealing temperature.

Too large a gap between blade
guides and blade.

Adjust proper gap between guides
and blade

Blade too wide for short radius
cutting.

Select narrower blade appropriate to
the job.
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Troubleshooting — Mechanical and Electrical Problems

Trouble

Probable Cause

Remedy

Machine will not
start/restart or
repeatedly trips
circuit breaker or
blows fuses.

Machine will not

No incoming power.

Verify machine is connected to power
source. Make sure START button is
pushed in completely, and the STOP
button is disengaged.

Cord damaged.

Replace cord.

Overload automatic reset has not
reset.

When the band saw overloads on the
circuit breaker built into the motor
starter, it may take time for the
machine to cool down before restart.
Allow unit to adequately cool before
attempting restart. If problem
persists, check amp setting on the
motor starter.

Band Saw frequently trips.

One cause of overloading trips which
are not electrical in nature is too
heavy a cut. The solution is to reduce
feed pressure into the blade. If too
heavy a cut is not the problem, then
check the amp setting on the
overload relay. Match the full load
amps on the motor as noted on the
motor plate. If amp setting is correct
then there is probably a loose
electrical lead. Check amp setting on
motor starter.

Building circuit breaker trips or fuse
blows.

Verify that band saw is on a circuit of
correct size. If circuit size is correct,
there is probably a loose electrical
lead. Check amp setting on motor
starter.

Switch or motor failure (how to
distinguish).

If you have access to a voltmeter,
you can separate a starter failure
from a motor failure by first, verifying
incoming voltage at 400+/-20 and
second, checking the voltage
between starter and motor at 400+/-
20. If incoming voltage is incorrect,
you have a power supply problem. If
voltage between starter and motor is
incorrect, you have a starter problem.
If voltage between starter and motor
is correct, you have a motor problem.

Motor overheated.

Clean motor of dust or debris to allow
proper air circulation. Allow motor to
cool down before restarting.

Motor failure.

If electric motor is suspect, you have
two options: Have a qualified
electrician test the motor for function
or remove the motor and take it to a
qualified electric motor repair shop
and have it tested.
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Trouble

Probable Cause

Remedy

start/restart or
repeatedly trips
circuit breaker or
blows fuses.

Miswiring of the unit.

Double check to confirm all electrical
connections are correct. Refer to
appropriate wiring diagrams to make
any needed corrections.

Switch failure.

If the start/stop switch is suspect, you
have two options: Have a qualified
electrician test the switch for function,
or purchase a new start/stop switch
and establish if that was the problem
on changeout.

Band Saw does not
come up to speed.

Extension cord too light or too long.

Replace with adequate size and
length cord.

Low current.

Contact a qualified electrician.
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Troubleshooting — Welded Blade Inspection

Trouble

Probable Cause

Remedy

Weld is misaligned.

Dirt or scale on clamp jaws or blade.

Always keep jaws clean. Clean blade
before welding.

Blade ends not square.

Before welding, grind cut edges of
the blade until they are square. Use
the shear on the band saw for square
cuts.

Blade ends not correctly aligned
when clamped in jaws.

Align the ends properly before
clamping.

Worn clamp jaws

Replace clamp jaws.

Clamp jaws not aligned correctly.

Align jaws correctly.

Misaligned weld:
Blade ends are
overlapped.

Pressure knob is set for wider blade
than the one used.

Adjust the pressure knob correctly for
particular blade width.

Blade ends or clamp jaws not aligned
correctly.

Make corrections as needed.

Weld breaks when
used.

Weld is weak and incomplete;
possible “blow holes” (see Figure 19).

Cut and re-weld the blade ends.

Weld has been ground too thin.

Cut and re-weld the blade ends.

Weld is not annealed correctly.

Follow annealing instructions

Incomplete weld.

Pressure knob not set correctly.

Make appropriate adjustment

Improper clamping procedures.

Follow instructions

Limit switch not adjusted correctly.

Adjust limit switch correctly.

Defective limit switch; doesn’t break
circuit at end of welding operation.

Replace limit switch.

Clamp jaw movement obstructed by
kinked jaw cable or tangled wires.

Bend cable and untangle wires.

Brittle weld.

Incorrect annealing heat.

Bring weld up to correct color

Scale or oil on weld caused poor
annealing.

Keep clamp jaws and blade clean.
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Troubleshooting — Welder Mechanical Problems

Trouble

Probable Cause

Remedy

Weld could not be
made. Jaws do not
move.

Wire connection is poor; connecting
point of welding switch is bad.

Change switch, or grind the
connecting port with a file.

Transformer burnt out.

Change transformer, or re-wire it.

Blade has oil on it.

Wipe off any oil.

Blade ends have rust on them.

Grind off the rust.

Weld area melts
when weld switch is
pushed.

Welding switch is cutting off too late.

Screw the welding switch connecting
nut tighter.

Welding press is too weak.

Rotate the pressure selector knob
accordingly.

Jaw movement is too slow.

Put some oil on the rear side of the
welding lever and the two jaws.

Blade cannot be
tightly clamped with
the clamp jaws.

Clamp jaws are out of order, or
decayed.

Replace clamp jaws.

Lower jaw inserts are out of order.

Replace lower jaw inserts.

Annealing doesn’t
occur when the
annealing button is
pushed.

Annealing switch connection is poor.

Change the annealing switch.

Fuse is blown.

Replace fuse.

Annealing button will
not return to correct
position after it is
released.

Annealing button has dust or debris
around it.

Remove the annealing button
housing and clean out any dust or
debris.

Grinder will not run
when the Grinder
switch is pushed.

Grinder motor is burnt out.

Change grinder motor or re-wire it.

Grinder switch is bad.

Replace grinder switch.
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Replacement Parts
VBS3612 Breakdown Assembly
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VBS3612 Parts List

Index No. Part No. Description Size Qty
1o VBS3612-101........... GBAN BOX ..irriei e ittt e e 1
2 i TS-0209101 ............. Socket Head Cap SCreW........cvveeevivcvvieeeeeeesiinnnns 3/87-16 x 2-1/4” ........... 4
3 TS-0720091 ............. LOCK WaShEr ......coviiiiiiiiceeeee e 38" 26
4. TS-0680041 ............. Flat Washer........cccoocieeiiee e, 38" 24
5 e TS-0271091 ............. SO SCIBW ...ttt 3/8”-16 X 1" ... 4
(I VBS3612-106........... Ol SEAL...coiiiiiei e @40 x @30 x 7mm ...... 1
T o VBS3612-107........... Ol SEAL...ciiiiiitii e @52 x @30 x 7mm ...... 1
8 VBS3612-108........... GEAI BOX COVEN ...ttt ceeee e e e e 1
9 e TS-0050011 ............. HeX Cap SCreW .......cccuvvveeiiieeiiireeeeeee e 1/47-20 x 1/2" .............. 4
10 .. TS-0720071 ............. LOCK WaSKhEr .....cvviiiiice e LA e 6
11 .. TS-0680021 ............. Flat Washer.........cccoooeiiiieee e LA e 6
12 VBS3612-112........... LTS PO PR 1
13 . VBS3612-113........... K Y e 6 X35MmM......cccvveennn 1
14 ... VBS3612-114........... Ol SeaAl....cciiiiiiiiii @30 x @19 x 8mm ...... 1
15 e VBS3612-115........... Retaining RING ..cooooviiiiicecececec s 30 . 1
16 .o VBS3612-116........... LT | TP 1
17 s VBS2012-0530......... SCreW NUL.....oi e 1157101 0 ¢ 1
18 . VBS3612-118........... SCreW NUL....coi e 457111 1 £ IR 1
19 . VBS3612-119........... LT | TP 1
20 i VBS3612-120........... GRAN SNAML.....eeiiiiiiie e e 1
21 VBS3612-121........... K Y e LA X518 2
22 VBS3612-122........... SNAME COVET ... e 1
23 ...l TS-0207041 ............. Socket Head Cap SCreW........vvvvvvvvvveveeeeeeeeeeeeennnns 1/47-20 x 3/4" .............. 9
24 .. VBS3612-124........... (1= PO PU PR 1
25 VBS3612-125........... MaIN SNATT. ... s e 1
26 ............. VBS3612-126........... Retaining RING ....ccoooviiiiicececececececs e 30MM .., 1
27 i VBS3612-127........... MaiN Shaft COVET ......oeiiiiiiiiii e ettt 1
28 . VBS3612-128........... Ol S€aL....cciiiiiiiiie @58 x @40 x 8Bmm ...... 1
29 VBS3612-129........... Speed Changing Shaft.........ccccciiiiiiiii e 1
30 s VBS3612-130........... Speed Changing AN ........oo i e e 1
31l TS-0561011 ............. HEX NUL ..o 1/4"-20 oo 3
32 i VBS3612-132........... SNAFL STOPPET ..o e 1
33 TS-0270051 ............. Socket Set SCreW........cvvvviiiiviieiiiee e 5/16”-18 x 1/2” ............ 1
34 . VBS3612-134........... ] o] 1] 0o [P OO PP PP PTPRPP 1
35 VBS3612-135........... SHAE BIOCK ...ttt e e 1
36 . VBS3612-136........... CIULCR e e 1
37 VBS3612-137........... Brass BUSHING ......coooioii i 2
38 ... VBS3612-138........... Brass BUSHING .....cooooiiiii e 1
39 s VBS3612-139........... Speed Changing LEVET ......ccuuiii it et 1
40 ...ovveeee. VBS3612-140........... Shaft HOUSING ... e 1
41 ... VBS3612-141........... Socket Head Cap SCreW.........ceevveeeeiiiieeeiiineeenn 10-24 X 5/8"......ccveee. 3
42 . VBS3612-142........... SPEEA LEVEN RING ..eiiiiiiiiiieiiiiie ettt teeeesitee e e st e e 1
43 .. TS-0209031 ............. Socket Head Cap SCreW.........ceevvvveeeeiiiieeeinineeen. 3/8°-16 x 3/4" .............. 1
44 ............. VBS3612-144........... PUIBY oo 107 A2 1
45 e TS-0209061 ............. Socket Head Cap SCrew........ccoeeevviieiieeeeienninnnns 3/87-16 x 1-1/4” ........... 9
46 ............. VBS3612-146........... LeVer KNOD .....ooi s e 1
v BB-6008............c...... Ball BEAING ...ccoeveiiiiiiiiiieee e 6008.......eeeeeeeeeeiiii 1
48 ... BB-6206 ........c...c..... Ball BEAING....ccouieiiiiiiiiiieee e 6206......c.eeeieeeeeeiii 1
49 e BB-6304 .......cccceeennne Ball BEAING....ccuiieiiiiiiiiiieee e 6304 ... 1
49A........... VBS3612-149A ........ WOTK TaDIE ... .o e 1
50 i VBS3612-150G........ Table SUPPOIT FramMEe .......cooiiiiiiiiiiie e e 1
51 s TS-0060071 ............. HEX Cap SCreW .......cvviiieieeee e 3/8°-16 x 1-1/2" ........... 4
52 i VBS3612-152G........ Table SUPPOIt HOUSING ....oooiiiiiiiiiiiiee e e 1
53 i 5513572 ... Socket Head Cap SCreW.........ceevveeeeiiiieeennnneeenn 1/2"12 X 2" oo, 4
54 .o TS-0720111 ............. LOCK WaSKhEr ... 12" 8
55 s TS-0680061 ............. Flat Washer.........ccooveiiiee e, 12" 8
56 ...ccoeenne TS-0561021 ............. HEX NUL ..o 5/167-18.....cccviiiiieennn 4
57 o VBS1220M-110G.....Guide SUPPOIt HOUSING .....eetiiiaiiiiiiiiiiieae e iiiiies ceeee et e e ieeeee e 1
58 i TS-0208061 ............. Socket Head Cap SCrew........cooeeevviieiieeeeneeeiinns 5/167-18 x 1" ............... 4
59 TS-0720081 ............. LOCK WaSKEr ......ccoiiiiiiiiiiieete e B5/16" ..o 34
60 ....ccoeeene TS-0680031 ............. Flat Washer.........ccocveiiice e, B5/16" ..o 31



Index No. Part No. Description Size Qty

61l . TS-1503061 ............. Socket Head Cap SCreW.......cevveeevevcvvieerereesiinnnns MB X 25....cciirriieeennn, 2
62 .o VBS3612-162........... Right-Handed SCrew.........ccocvvveenee e, VAXL" i 1
63 . TS-0207061 ............. Socket Head Cap SCreW.........coevveeeeiiineeeniineeen. 1/4-20 X 17 e 2
64 ..o VBS3612-164........... Left-HaNAEd SCIEW ........ccuiviiiiiiiei it ries ettt e et 1
65 .. VBS3612-165........... ST 1o =T TP USSR 1
66 ..cceenne VBS3612-166........... Table Tilt AQJUST SCIEW ......coouiiiiiiiiiee e e 1
67 e VBS3612-167........... AUXIHTANY TaBIE ...eoiiiie s e 1
68 . VBS3612-168G........ Auxiliary Table SUPPOrt Frame ..........cccoiviiiiiies o 1
69 ..o VBS3612-169G........ TabIE BraCKet ... ..ocoieeirii e crte e 2
70 i, TS-0209061 ............. Socket Head Cap SCrew .......coeeeevvvcevieereeeesiininnns 3/87-16 x 1-1/4” ........... 4
4 TS-0209081 ............. Socket Head Cap SCreW.......cceveeeveicviieeeeeeesiiinnns 3/87-16 x 1-3/4” ........... 4
T2 i VBS3612-172G........ BraCKET ... i s 1
73 i TS-0561031............. HEX NUL ... 3/8"-16 . 4
T4 VBS3612-174........... AGJUSE SCIEW ...ttt ne eaneeennneesnreesanneesreeannee e 2
75 i VBS3612-175A ........ Miter Gauge ASSEMDIY ......ooiiiiiiiiiiiie s e 1
76 e TS-0208071 ............. Socket Head Cap SCreW.........ceevveeeeiiveeeeinineeen. 5/16”-18 x 1-1/4” ......... 3
TT i TS-1503021 ............. Socket Head Cap SCrew ........ccoovveeeeiiveeeennineeen. MBX16.....coccvvrieeennn, 8
78 i TS-1534032 ............. Phillips Pan Head Machine Screw.............c......... M5 X 8., 1
79 i TS-2361051 ............. LOCK WaSKEr ......cooiiiiiiiiiieie e M5 .. 19
80 .vviiine VBS2012-1550......... RID FENCE ...t ettt sbreee e 1
81.......... VBS3612-181........... Circle Cutting AttaChMENt ..........vuuiiiiiiiiiiiieieieiiiies evvreerererere . 1
82 ... TS-0208061 ............. Socket Head Cap SCreW........uvvvvvvvvveveeeeeeeieeeeennnns 5/167-18 X 1" ........euvees 2
83 i VBS3612-183........... HEX Cap SCreW .....cocveeiiiieriiee e 1/4"-20 x 2-3/4” ........... 1
84 ..o VBS3612-184........... HOIAING JAW......eiiieeiii et et 1
85 i VBS3612-185........... FEEA SCrEW .....eiiiiiitie ettt et sneas 1
................. VBS3612-1800.........Feed Jaw ASSEMDIY ........occoiiiiii et e L
86 . VBS3612-186........... Magnifying GIasS ........ccoiuiiiiiiiiiie s et 1
87 i TS-1533032.............. Phillips Pan Head Machine Screw....................... M5 X210, 2
88 i TS-1550031 ............. Flat Washer.........ccoooiie e, M5 e 2
89 i VBS3612-189........... Blade GUIAE SUPPOIT.......vveiiiiiiiie ittt riiee cetieee et e e eeesbreee e 1
90 .ovvrine VBS3612-190........... Blade GUIAE SUPPOIT........uueiiiiiiiie et riiiee e riiee cebiee e et e e eeesbreee e 1
91 i VBS16-132............... BlaOd@ GUIJES.......eeiiiiie ittt et 4
92 ...l TS-1503061 ............. Socket Head Cap SCreW........vvvvvvvvevvevveveeneeeenennnns M6 X25....cccevvienenen, 4
93 i TS-1551041 ............. LOCK WaSKhET ... MB ..o 10
9 TS-1550041 ............. Flat Washer.........cccooiiiiiiic e MB .. 4
95 ... VBS3612-195........... Blade StOPPET ... s 1
96 ........... VBS3612-196........... Blade StOPPET ... s 1
97 e VBS2012-1350......... Blade GUIAE POST.......coiiiiiiiiiiiiiee e et 1
98 i VBS2012-1351......... GRAN RACK .....eeii ettt e 1
99 . TS-0206022 ............. Socket Head Cap SCreW.........eeeveveeeeiivieeeiiineeenn 10-24 X 1/2"....ccovieee 3
100 ........... VBS2012-1360......... GUIdE POSE HOUSING ...t ettt 1
102 ........... PM-VBS3612-1381..Blade Guard Assembly fOor CE ........cccooiiiiiiiiiiees e 1
103 ........... VBS2012-1400......... ST o] 1T PO PO USSP OPPPRTR 2
104 ........... VBS2012-1410......... SPIING LOCKET ...t e 1
105 ........... TS-0207071 ............. Socket Head Cap SCrew........ceeeeevviiiieeeeneeninnnns 1/4”-20 x 1-1/4" ........... 2
106 ........... VBS3612-1106......... POSt HOUSING SPIING ..eveeiiieeiiiiiiiiieeee et i ee e e ee e e 1
107 ........... VBS2012-1450......... POSt EIEVALING GEAT .....eeiiiiiiiiiiiiie ettt it e e ee e e 1
108 ........... TS-1550071............. Flat Washer.........cccoooiiiiie e MLO .eoiiiieiiieee e 1
109 ........... TS-1540071 ............. HEX NUL ... 1Y O 2
110 ........... VBS3612-1110......... GUIAE POSE LOCKET .ottt et 1
111 ... VBS3612-1111......... [ F= T T T SRS 1
112 ........... TS-0270051 ............. Socket Set SCreW.......ocvveeveiiiiiieiiieee e 5/16”-18 x 1/2" ............ 1
113........... VBS3612-1113......... Handwheel KNoD.........ooo s e 1
114 ........... VBS3612-1114......... Main Drive MOEOF.........cooviiieiiniieeeiee e SHP 3PH. ... 1
115 ........... TS-0051051 ............. HEX Cap SCreW .....cocveeiiiieiiie e 5/167-18 X 1" ......coccneee. 8
116 ........... VBS3612-1116N...... Motor Pulley (serial no: 13033614 and higher)....65mm...........c.cccccooee. 1
117 ... VB-A43....coooiinnen V-Belt (serial no. 13123617 and higher) .............. Ad3. i, 2
118 ........... VB-A51.....cocoviiienne VBRI e et bbb 2
119.......... BA59 ... V-Belt (serial no. 13033614 and higher) ..........ccc. i 1
120 ........... VBS2012-BV875......V-Belt ....cooiiiiiiiiiiiee e 7020+7220......cc0cceunee. 1
121 ... VBS1220A-301 ........ LOWEN WREEI ...t e e 1
122 ........... VBS1220A-302 ........ RUDDEE TIM€ .. e 2



Index No. Part No. Description Size Qty

123 ........... VBS3612-1123......... RUDDEE TIF€ ..t e 1
124 ........... VBS2012-3030......... TAPEred SIEEVE.....uueiiiei et reee e e e 1
125 ........... VBS2012-3040......... Wheel LOCKING NUL......ccuviiiiiiicie e eeeniiee e 1
126 ........... VBS1220A-305......... UPPEE WEEL ...t et 1
127 ........... VBS3612-1127......... AUXITAIY WREEI ... et 1
128 ........... VBS2012-3060......... UpPPEr WHEEI LOCK ......eveiiiiiiii ettt et 2
129 ........... VBS2012-3070......... UPPEr WHNEET NUL ...ttt et 1
130 ........... VBS2012-3080CP....Slide BIOCK HOUSING ......coeiiiiiieiiiiiie ittt ceeeniiiee e 1
131 ........... TS-0209051 ............. Socket Head Cap SCreW.........oeevveeeeiivneeeniinneen. 3/87-16 X 17 e 10
132 ........... VBS3612-1132......... Auxiliary Wheel SNaft.........ccooovviiiiiicece e 1
133 ........... TS-0271071 ............. SOCKEL SEt SCrEeW....ccvvveiieeeriee e 3/8”-16 x3/4" .............. 4
134 ........... VBS2012-3090......... SHidE BIOCK SEAL......cciiieiieieiiie ettt e 1
135........... VBS2012-3100......... Slide BIOCK GUIE........veeiiiieiiiieeiee et e 2
136........... TS-0209071 ............. Socket Head Cap SCreW.......ccvveeevvviviveeeeeeesiiinnns 3/87-16 x 1-1/2” ........... 4
137 ........... VBS2012-3110A....... Upper Wheel SIAET.........uuveiiie e ciiies ceeecsrirr e 1
138 ........... TS-0267041 ............. SocKet Set SCreW.......ccuvveviiiiiiieiiiee e 1/4"-20 x 3/8" .............. 4
140 ........... VBS2012-3112......... Slide SCreW Shaft........cooiiiiiiii e e 1
................. VBS2012-3116.........Slide Screw Shaft Assembly (includes #129,140) ...........ccccceveevvieeennenn. 1
142 ... VBS2012-3120......... Wheel Elevation Shaft..........cccciiiiiiiiii e e 1
143 ........... VBS2012-3121......... S o] 1] 0o [ O PEPP PP PTPRP 1
144 ... VBS2012-3150......... WASHIET ... e 1
145 ........... VBS2012-3180......... INAICALON RINGS .o e 3
146 ........... VBS2012-3190......... TeNSION INAICALON .....ccciiriiieiiiiie e e 1
147 ........... VBS2012-3200......... Wheel Tilt AQJUSTET ...ccoiiiiiieee e e 1
148 ........... VBS2012-3220......... Wheel Tilt CONNECION .......cceiiiiiie i e 1
149 .......... VBS2012-3240......... CoNNECLOr WASNET ... e 1
150 ........... VBS3612-1150......... CONNECLOr HOUSING ..cuvviiieiiieie ettt ettt e et et 1
151 .......... TS-1504041 ............. Socket Head Cap SCreW.........ceevveeeeiiveeieinineeen, M8 X 20 ..., 3
152 ........... VBS2012-9030......... HANAWRNEE ..ot o e e e e ee e e e e e eans 1
153 ........... TS-0208031 ............. Socket Head Cap SCreW.........ceevveeeeiniiieeennineeenn 5/16”-18 x 5/8" ............ 2
154 ........... VBS3612-1154......... Wheel Tilt KNOD.......oooi s e 1
155.......... G6205 ..o Ball Bearing........ccoocvveeeiiiiiieiiiece e 6205.....ccoiieieee 2
156 ........... BB-6305.......c.ccvveeene Ball BEaring........cccoocvveeeiiiiiieenee e 6305 2
157 e VBS3612-1157......... Air PUMP SUSPENSION AIM L..uiiiiiiiiiiiiiiiiiiieieieiaiees enrerarnrnnnrerernre———.. 2
158 ........... TS-0081031 ............. HEX Cap SCIreW .......cvevveiiriieeirieie e 5/16”-18 x 3/4" ............ 4
159 ........... VBS2012-4170......... AITNOZZI ... e 1
160 ........... VBS2012-4180......... AITNOZZIE CliP i e 1
160-1........ VBS3612-4190......... AITHOSE Lo e 1
161 ........... VBS3612-1161......... AT COMPIESSOL .ttt e s beeeesabr e e e e ab e e s abae e e e e 1
162 ........... VBS3612-1162G...... Y =TT g = To o | TSP OUPPPPPPPI 1
163 ........... VBS3612-1163G...... (ST T= T oo T PR = o | o | (PSR 1
164 ........... VBS3612-1164G...... (R SY= T g B Lo Yo ] g =) 1 A 1
166 ........... VBS3612-1166G...... Front LOWET DOOK .....coiiiiiiiie et eeeettiee e e e e e e e e e e eeeees 1
167 ........... VBS3612-1167G...... Front Upper DOor, Right.........oueiiiiiiiiiiiiiieee s i 1
168 ........... VBS3612-1168G...... Front Upper DOOr, Left ... i 1
169 ........... VBS3612-1169......... UpPeEr DOOK HINGE ...t ee e 4
170 ........... TS-1533032.............. Phillips Pan Head Machine Screw....................... M5 X210 .o, 12
172 ........... TS-1533052 ............. Phillips Pan Head Machine Screw....................... M5 X 16 .o, 8
173 ... VBS3612-1173......... HINGE oo —abb e 6
174 ........... VBS3612-1174......... SPING PIALE.....eiiiiiiiee e e 6
175.......... VBS3612-1175......... [ F= T 1= AN 4 o PSR 3
176 ........... TS-1534052 ............. Phillips Pan Head Machine Screw....................... MBX16.....oocvvvvieeeenn. 6
177 ... TS-1540041 ............. HEX NUL ... MB oo 6
178 ........... 9600 .......ccovriririennen. (03 a1 oIS (o] o] o 1= SO PP 1
179 ........... TS-2288202 ............. Phillips Pan Head Machine Screw....................... MB8X 12, 3
180 ........... VBS3612-1180......... POINTEY .t e 1
181 ........... VBS2012-9780......... BrUSH BraCKet......coo et e 1
182 ........... TS-2361081 ............. LOCK WaSKEr ......ccoiiiiiiiiiiieete e M8 .o 1
183 ........... TS-0050031 ............. HEeX Cap SCIreW ......cuvveeiiiiieeeiite e 1/4"-20 X 3/4" .............. 1
184 ........... VBS2012-9790......... ChiP BIUSH .. e 1
185 ........... VBS3612-1185......... EYE BOIt. e e 1
189 ........... PM-VBS3612-6620..LIMit SWItCh (CE) ....ooeiiviiiiiiiiiiesie e ceneee e 3
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Index No. Part No. Description Size

196 ........... VBS2012-6742......... Pilot Light, Green (POWEN)......c..uvieiieee e eesiiiiieeeees cetitieereeeeessnannneeeaeeesennns
200 ........... TS-1534052 ............. Phillips Pan Head Machine Screw....................... MB X 15...ccovviiieennn,
207 .o VBS3612-1207G...... WINNG PIAte.....ciiiiiiiieiiiie ettt teee e st et e e e e
209 .......... VBS3612-1209......... WIHING DUCK.....eeiiie ettt e e e e stre e e e star e e s ataeaeeenens
212 ... VBS2012-8712......... INAICALON PIALE ... e e e
213 ........... VBS2012-8372......... Variator INSIFUCHION .....c.oooiiiiiieiiie et e e
214 ........... VBS2012-8422......... Gear BOX INSIUCTION ... e e
215 ........... VBS3612-1215......... Tilt INAICALOr SCAIE ...eeeiieeiiiiiieiii et e
216 ........... VBS2012-7000CP....MOtor SPring HOUSING .........uutieiiiiiieiiiiiie it iis ceeesiieieessinee e sinee e
217 e TS-0051061 ............. HEX Cap SCIreW ....cccvvveeiiiiiee ettt 5/16”-18 x 1-1/4" ....... 16
218 ........... VBS2012-7010......... ST o] 1] o [ PSR PRR
219........... VBS3612-1219......... Variator Disk, UPPEr QUL .........cceeeiiiiiiiiiiiee et eveeeeeessssireneeee e e e s s senenees
220 ........... TS-0208041 ............. Socket Head Cap SCreW........ceveeevvvieiveeeeeeesiiinnns 5/16”7-18 x 3/4" ............
221 ........... VBS2012-7030......... Variator Disk, UPPEr INNET ........oeiiiiiiiiiiiiiiee et veeee e
222 ... VBS2012-7040......... Variator HouSING TUDE .........cviiiiieec et e
223 ... VBS3612-1223......... Variator DiSK Shaft ... e
224 ... TS-1501051 ............. Socket Head Cap SCreW.........ceevveeeeiiveeeeinineeen. MAX16.....ooiiiriieeennn,
225 ... VBS3612-1225......... KBY s 6 X 80MM.......ccoeennen
226 ........... VBS2012-7060......... Variator HOUSING .....oeeeiiiiiieeiiiec e et
227 oo VBS3612-1227 ......... Retaining RiNG .......ocovveeiiiiiiiecee e, 16 e
228 ........... VBS3612-1228......... PUIIBY oot 9" A2
229 ... TS-0209051 ............. Socket Head Cap SCreW........vvvvvvvveeeeeeeeeeeeeeeennnnns 3/8%-16 X 1" ...
230 ..o VBS2012-7080......... A o] (I L= T PRSP
231 ........... TS-0207031 ............. Socket Head Cap SCreW........uvvvvvvveveeeeeeeeeeeeennnnnns 1/47-20 x 5/8" ..............
232 . VBS2012-7090......... WOrmM Gear HOUSING .....uvururureiiiiiiiiiiininieiniaininrnrnes enrnrnnnnnnnnnnnnnnnnnnnrnnnnns
233 .. TS-0267061 ............. SEESCIEW ...ttt 1/4"-20 x 5/8" ..............
234 ... VBS2012-7100......... Gear Shaft... .o e e —————
235 .. VBS2012-7110......... A0 T o PSPPSR
236 ........... TS-0267041 ............. SOCKEt Set SCIreW...ccveeiiiiiiiiiiieee et 1/4"-20 x 3/8" ..............
237 e VBS2012-7120......... F N T PR
238 ........... VBS2012-7190......... ST (2 L PP
239 ... BB-6007 .......ccvveeenne Ball Bearing........ccoocvveeeiiiiiieiiiece e 6007 ...
240 ........... VBS2012-7200......... Yo e TN (10 £ 1 o [P
241 ........... VBS2012-721........... IS o] 1] o [ PR
242 ........... VBS2012-7220......... Variator DisK, LOWETN QUL .........ccooiiiiiiiiiiiieiieiit eieeee e
243 ........... VBS2012-7230......... Variator Disk, LOWET INNEY .........ooiiiiiiiiiiiiiiiieieit et
244 .......... VBS2012-7250......... Variator SNaft........cuiiiiiiie e e
245 ........... VBS3612-1245......... K Y e s 6 X 60mMm ......cceeennnne
................. VBS3612-VDLI.........Variator Disk, Lower Inner Assembly (includes 243,244,245,224)...........
246 ........... VBS3612-1246......... Shaft HOUSING ... e
247 ........... VBS2012-7290......... SPACE ettt eer e e e e e
248 ........... VBS3612-1248......... Socket Head Cap SCreW.........ceevveeeeiiiieeennineeenn 10-24 X 5/8"......ccveeee
249 ........... VBS3612-1249......... PUIIBY .ot 4-1/8" A2 ..o
250 ........... VBS3612-1250......... Speed Readout DEECION .......coiiii it e
251 ........... VBS1220M-661........ Digital TAChOMELET ......eeeiiii s e
252 BB-6204 ........c.ccen. Ball BEAING....ccouieiiiiiiiiiieee e 6204 ...
253 . TS-1502021 ............. Socket Head Cap SCrew........ceoeeeveiiiieeeeneeninnnns M5 X210,
254 ... TS-1524041 ............. SOCKet Set SCIreW...ccccoiiiiiiiiiiiiie e MB8 X 16.....ccoevvvvviennnnn.
255 ... BB-6303.......ccceeeennne Ball BEAING ...ccveveiiiiiiiiiieee e 6303....cieeee e
256 ........... VBS2012-1080......... 2] PV LT € 0 o PRSI
257 ... VBS3612-9017......... HANAIE SCIEW......ci ittt e e e sttt e e e e e e s s eeeeeeeennns
258 ........... VBS3612-1371......... Blade GUArd Left.........uuiieiieiiiiiiiiiee e e s cetnieeer e e e e e s s e e e e e e enns
259 .......... FOO6076.......cceeeeennne Retaining Ring, Internal ...........cccccoviiiinieennn. RRG2.......ccovviiiiiiiennn,
260 ........... FO06054...........ccc.... Retaining Ring, External ............cccoocoieeiiieennnnn. RS35. .,
261 ........... FOO06074.......ccveeeenne Retaining Ring, Internal ...........cccccoviieiiiiennn. RR52....ccooiiiiiiiiieenn,
262 ........... FO06050........ccceennnee Retaining Ring, External ............c.cccccceeiiiiiiiinnen. RS25 .,
263 ........... FO06047 ......cevveeeennns Retaining Ring, External ............c.cccccceeiiiiiiiinnen. RS20 ..o,
264 ........... FOO0B075......cevveeene Retaining Ring, Internal ............cccoccciiiiiiiiiinnen. RRAT oo,
265 ........... VBS3612-9850......... =) RSP RRSTPRR
266 ........... VBS3612-2020......... MOTOr ROTAIY SEAL.....cco i e
267 ..o VBS3612-1070......... FIAt WaSQET ......oviiiiiiiee e ses certiee e e e e e tree e e snrraeaeans
268 ........... FO04904........ccc.c..... Hex Socket Cap SCreW ......cceevvvvvvieeeeeeeeieiinieeeen 3/8"x2-1/4" ..................
269 ........... VBS3612-9602......... (O a1 o853 (0] o] o 1T R



Index No. Part No.

1080
4190
5041
RS20
RR62
RR52
RS35
RR47
9880

PM-VBS3612-1080..
PM-VBS3612-4190..
PM-VBS3612-5041 ..
RS20.....cccoiiiiiieens
RR62......cccvvviveiees
RR52.....ccciiiiiiiiis
RS35....es
RR47 ..o
PM-VBS3612-9880..

Description Size Qty
Lower Blade GUAIT .........coovieriiiiiiic e e 2
W N[04 L= @ 1 o o -1 SR 1
[ o] PR PURRRP 1
C-RING et e 2
O {1 oo [P PP PP P PP PPPRP 1
C-RING et e 1
C-RING i e 1
C-RING et e 1
(O 31T o 0 I - Y25 1
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Electric Box Assembly Breakdown

Index No. Part No.

6600
6602
6610
6650
6700
6710
6720
6741
6745
6752
6753
6770
6771
6798
6799
7330
8111

PM-6600
PM-6602
PM-6610
PM-6650
PM-6700
PM-6710
PM-6720
PM-6741
PM-6745
PM-6752
PM-6753
PM-6770
PM-6771
PM-6798
PM-6799
PM-7330
PM-8111

Description Size Qty
PUSH BULEON, ON..eiiiieiice s eeeettiee e e e e e e et eeeeeeeens 2
Push BUtton, Off......cooiiiiiiiie s e e e eens 2
EMErgency SWILCH ......ooouiiiiii et e 1
KEY SWILCR ..ttt cebie et e et sbree e 1
Main POWET SWILCH ....oovvieeiei s e e e e e e e 2
MagNEtiC SWItCH ... e 2
(@)1 g (o F=To IS] v 4 (= 1
(1[0 =T g ] o T £ Y= o PRSI 1
RV 0] 1= To L= =0 (1o T 2
FUSE SEAL......ciiiii i e es ceee e 1
FUSE SEAL......ciiiie i ees cee e 2
W€ HOUSING ...ttt e e e e e e e e e e e e 2
GrOUNG SEAL.......ooviiiiiiei et ee et ceeee e e e e e e e e e eer b eas 1
[Tt (ol =T ) 1
WIFING PIALE ... ettt ee e 1
Digital TAChOMELEr......ccoiiiiiiiiiii s e 1
(©00] 01 (o] I =d P (=T 1
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Welder, Shear and Work Lamp Assembly

o®

R
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Parts List: Welder, Shear and Work Lamp Assemblies
Work Lamp Assembly

Index No Part No Description Size Qty

6801 ......... PM-VBS20126801 ...Work Lamp Assembly COMPIELE ......cooociiiiiiieeies vt e e e 1

Welder/Grinder Assembly

Index No Part No Description Size Qty
6010 ......... JWG34-601.............. LIMIt SWILCN * ... e 1
6011 ......... PR-EV-6011............. INSUIBLOT * ..o eeerre e 1
6020 ......... PR-EV-6020............. GUIAE BIOCK * ...t e 1
6021 ......... PR-EV-6021............. Y01 o T = = 1o 2= A 1
6030 ......... PR-EV-6030............. GUIAE CASHING ..ot bre e s e 1
6040 ......... PM-VBS20126040 ...HOUSING *....citiiieiiiiiieeeiiiee ettt sttt breeessibne e e s snbr e e e s snbne e e e e 1
6050 ......... PR-EV-6050............. SEAtIONAIY JAW ¥ ..ottt et e e e e 1
6051 ......... PR-EV-6051............. T TS U] = (o] U PUSRRRN 1
6052 ......... PR-EV-6052............. INSUIALING TUDE * .o et et 4
6053 ......... PR-EV-6053............. INSUIAtiNG WASNET * ..o et 4
6054 ......... PR-EV-6054............. SPACET ¥ e e e e 4
6060 ......... PR-EV-6060............. ECCEeNtriC Shaft * . ..o e 2
6070 ......... PR-EV-6070............. (O 1= T g o N IS Rl T | 1
6071 ......... PR-EV-6071............. (O 1= T oo T AT Gl 1= 1 1
9290 ......... PR-EV-9290............. KNOD ¥ e e 2
6100 ......... PR-EV-6100............. Clamp Support — RIgNt * ......eeiieiies v 1
6101 ......... PR-EV-6101............. (O 1= T g T TS U1 o] oo g Al I Y i 1
6110 ......... PR-EV-6110............. Clamp Plate — RIigNt *......oooiiiii i e 1
6111 ......... PR-EV-6111............. Clamp Plate — Left * ... e 1
6120 ......... PR-EV-6120............. L= T3 3 USRS 2
6130 ......... PR-EV-6130............. MOVING JAW ...ttt rbree eabbe e e e st e e e anbe e e e e abreeeaans 1
6150 ......... PM-VBS20126150 ...Weld BULION * ...ccoiiiiiiiiiiiie ettt ttee e et et 1
6170 ......... PR-EV-6170............. Pressure Adjust KNOD * ... et 1
6180 ......... PR-EV-6180............. SRAIL ¥ e e 1
6200 ......... PR-EV-6200............. CaIM ¥ e bee e 1
6210 ......... PR-EV-6210............. Weld TENSION AMM ¥ oo e 1
6211 ......... PR-EV-6211............. BUSKING * ..o e 1
6220 ......... PR-EV-6220............. SPrNG — SNOM * ..o e e 1
6230 ......... PR-EV-6230............. SPHNG — LONG ® i et et 1
6240 ......... PM-VBS20126240 ... TranSfOrMEr * .. ..o iiiiiiiee et e e e e e e e e cnneeneereeessssnnnnneeeeeeeeaanns 1
6241 ......... PR-HV-6241............. MOUNEING BraCKet *......ccoiiiiiii i et et 1
6255 ......... PM-VBS20126255 ... Pilot Lamp, REA .......cooiiiiiiiiiiiie et et 1
6260 ......... PM-VBS20126260 ...Grinder MOtOr * .........covvveeeiiiiieiieieee e e seiiieeeneee e A00V...oiiiiiiieee, 1
6270 ......... PR-EV-6270............. SPACET ¥ it eer e e e e 1
6280 ......... PR-EV-6280............. Grinding WHEEI ™ ...t e 1
6281 ......... TS-0680021 ............. WaSher * ... LA i 1
6282 ......... TS-1540041 ............. NUE ¥ e s BMM ..o, 1
6290 ......... VBS1220M-629........ GrINAEN GUAIT * ...ttt bee et e et be e e sene e 1
6291 ......... PR-EV-6291............. GrINAEE COVEI * ..ottt ceeee e e e e e s ee e e e e e e s nneeees 1
6330 ......... PM-VBS20126330...NAME PIALE *.......coiiiiiiiiieiiii ittt is ceieeesibe e e e e nnee e 1
6340 ......... PM-VBS20126340 ...INStruction Label * ........cooieiiiiiiiiiie e cciiiee e e civiieee e e e e s e sinneeeeeeeeeennns 1
6420 ......... PMVBS20126420 ....ANNEal SWItCh * ... ... e r e e e e s e e e e e e e anns 1
F PM-VBS2012-WCP..Welder Assembly COMPIELE........cccuiiiiiiiiiiiiiiiees e 1
6450 ......... PM-VBS20126450 ...Deflector Bracket, Right...........c..uvviiieiiiiiiic s i 1
6451 ......... PM-VBS20126451 ... Deflector Bracket, Left .......cooovveiiiiiiiciiciiis e 1
6460 ......... PM-VBS20126460 ...Spark DefleCtor ...........oooiiiiiiiiiie e e 1
9290 ......... PR-EV-9290............. KNOD ¥ e e et 2
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Shear Assembly

Index No Part No Description Size Qty
1910 ......... PR-EV-1910............. SPINAIE BUSHING *....coiiiiiieiiiie e e
1920 ......... PR-EV-1920............. SPINAIE LIt * ..eeeiiiiiiie et e e e st e e e tar e e e
1930 ......... PR-EV-1930............. Blade Shaft *.......oooiiie s e
1940 ......... PR-EV-1940............. Vaned Iron Plate (Blade Stop) *.......ccccviiiiieiiiiis e
1950 ......... PR-EV-1950............. LOWET BIAAE * ..ottt eetiee e e st e e et e e rreee e
1960 ......... PR-EV-1960............. L0 o] 01T =1 = o LS
1970 ......... PR-EV-1970............. JOINE Plate — Left *...oeeiiiiiee e e
1980 ......... PR-EV-1980............. JoINt Plate — RIGNT * ..ot et
1990 ......... PR-EV-1990............. HaNdIE Bar *.......ccooiiiiieei ettt e e siaes eatteeesantaeeeesnsaeeaesnsreeaeans
9210 ......... PR-EV-9210............. KO * e
[ UT VBS2012-SCP ......... Shear Assembly COMPIELE ......oooiiiiiiiiiii s e
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Electrical Connections
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Electrical Connections — 3Ph, 400V
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SCHEDULE OF ELECTRICAL EQUIPMENT

Item Designation Technical date Supplier Suppliers Inspection
reference Standard
SBL |WELD ON 75A,380VAC WHITE |, orUC22.1a.1 |ENGO94T5 T
B2 |ANNEAL ON 7.5A,380VAC GREEN |, VerUC.22.103 |ENB09T 5L
SB3 |EMERGENCY sTOp  |**VACRED YK, YS-L15 ENG0947-5-1
SB4 |MAINMOTOROFF  |[**VACRED YK, YS-F1-4 ENG0947-5-1
SB5 |MAINMOTORON  [24VACGREEN YK. YS-F1-3 EN60947-5-1
SB10 |GRINDER MOTOR OFF |**VAC RED YK, YS-F1-4 ENG0947-5-1
SB11 |GRINDER MOTORON [#VAC GREEN YK, YS-F1-3 ENG0947-5-1
SA4  |[KEY SWITCH 2AVAC YK, YS-KAL21-2  |EN609475-1
QS |MAIN SWITCH Uimp=6KV Ui=500V |MOELLER [TO-2-1/V-SvB  |C00947-3
SOL  |LIMIT SWITCH Uimp=4KV Ui=400V |MOELLER  |LS-511-2B ENG60947-5-1
502 |LIMIT SWITCH Uimp=4KV Ui=400V |MOELLER  |LS-S11-2B EN60947-5-1
SQ3  |LIMIT SWITCH 15A, 480VAC TMOUJEN  |MJ2-1307 EN60947-5-1
SQ6  [LIMIT SWITCH Uimp=6KV Ui=500V |MOELLER |ATO-11-1-ZB  |EN60947-5-1
T2 |TRANSFORMER 150VA CHI CHYAU |T150380024 EN61558-1
T1  |TRANSFORMER 4.2KVA CHICHYAU  |W2220380 EN61558-1
KM1 |CONTACTOR Ue380V, 1th20A MOELLER  |DILEM-10 EN60947-4-1
24V, 50HZ
FR  |OVERLOADRELAY [6~9A MOELLER  |ZE-6 EN60947-4-1
KM2 |CONTACTOR gj@?gslh'zchOA MOELLER  |DILEM-10 EN60947-4-1
SPEED METER 24V 9999M/min TENANIC  |TALR-400 EN61000
PHOTO SENSOR HUEYIN  |HX-1805-E1 EN61000

M1  [MAIN DRIVE MOTOR ggil\géé‘r’gé\"_"’z QINWEI  |EEE-100L-a00V JENGO034-L
M2 [GRINDERMOTOR  [FDROXUR  |SHANG YIH  |TMS-100 ENG0034-1
HL  |[INDICATELLIGHT  |d22.2,24V, GREEN |YK. 64425 EN60598-1
EL  |WORK LAMP 20W, 24V JARRER JH-20F 24v20w  |EN60598-1
RL  [PILOT LAMP 24V TEND TPN-12 EN60598-1
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Item Designation Technical data Supplier Suppliers  |Inspection
reference | Standard
TB1 [TERMINAL BOARD |600V, 25A TEND TB25-12 -
TB2 [TERMINAL BOARD |600V, 25A TEND TB25-12 -

FUL |FUSE 10 X 38 120KA/500V~  |SOCOMEC 10AgG EN60269-1
FU2 |FUSE 10 X 38 120KA/500V~ SOCOMEC 10AgG EN60269-1
FU3 |FUSE 10 X 38 120KA/500V~  |SOCOMEC 10AgG EN60269-1
FU4 |[FUSE 10 X 38 120KA/500V~ SOCOMEC 10AgG EN60269-1
FUS |FUSE 10 X 38 120KA/500V~ SOCOMEC 10AgG EN60269-1
FU6 |FUSE 10 X 38 120KA/500V/~ SOCOMEC 1AgG EN60269-1
FU7 |FUSE 10 X 38 120K A/500V~ SOCOMEC 1AgG EN60269-1
FU8 |FUSE 10 X 38 120KA/500V~ SOCOMEC 4AQG EN60269-1

CABLE 2.00m ni x 4C TAIWAN SHIN KAWN |TSS-93-3A  |EN00227

2.00m i x 3C TAIWAN SHIN KAWN |TSS-035A  |EN60227

0.75m i x 8C TAIWAN SHIN KAWN | TTS-80 EN60227

0.75m 1 x 3C TAIWAN SHIN KAWN |TTS-89 EN60227

WIRE 1.25m i x 1C TAIWAN SHIN KAWN |1.25m i black [T V00227

1.25m 1 x 1C TAIWAN SHIN KAWN  [1-25m 111 EN60227

yellow/green

0.75m ni x 1C TAIWAN SHIN KAWN |0.75m i black  |F V00227

0.75m i x IC TAIWAN SHIN KAWN [0.75m nired  |o 0022

0.75m 1 x 1C TAIWAN SHIN KAWN [0.75m 11f white | = 00227
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PROMAC

Warranty / Garantie

TOOL FRANCE SARL guarantees that the supplied product(s) is/are free from material defects and
manufacturing faults.

This warranty does not cover any defects which are caused, either directly or indirectly, by incorrect use,
carelessness, damage due to accidents, repairs or inadequate maintenance or cleaning as well as normal wear
and tear.
Further details on warranty (e.g. warranty period) can be found in the General Terms and Conditions (GTC)
that
are an integral part of the contract.
These GTC may be viewed on the website of your dealer or sent to you upon request.
TOOL FRANCE SARL reserves the right to make changes to the product and accessories at any time.

~TOOL FRANCE SARL garantiert, dass das/die von ihr gelieferte/n Produkt/e frei von Material-und
Herstellungsfehlern ist.
Diese Garantie deckt keinerlei Mangel, Schaden und Fehler ab, die - direkt oder indirekt - durch falsche oder
nicht
sachgemalle Verwendung, Fahrlassigkeit, Unfallschaden, Reparaturen oder unzureichende Wartungs- oder
Reinigungsarbeiten sowie durch natiirliche Abnutzung durch den Gebrauch verursacht werden.
Weitere Einzelheiten zur Garantie kénnen den allgemeinen Geschaftsbedingungen (AGB) entnommen werden.
Diese kdonnen Ihnen auf Wunsch per Post oder Mail zugesendet werden.
TOOL FRANCE SARL behilt sich das Recht vor, jederzeit Anderungen am Produkt und am Zubehér
vorzunehmen.

~TOOL FRANCE SARL garantit que le/les produit(s)fourni(s) est/sont exempt(s) de défauts matériels et de
défauts de fabrication.
Cette garantie ne couvre pas les défauts, dommages et défaillances causés, directement ou indirectement,
par I'utilisation incorrecte ou inadéquate, la négligence, les dommages accidentels, la réparation, la
maintenance
ou le nettoyage incorrects et l'usure normale.
Vous pouvez trouver de plus amples détails sur la garantie dans les conditions générales (CG).
Les CG peuvent étre envoyées sur demande par poste ou par e-mail .
TOOL FRANCE SARL se réserve le droit d'effectuer des changements sur le produit et les accessoires a tout
moment.

TOOL FRANCE SARL

A— 'P w 9 Rue des Pyrénées, 91090 LISSES , France
INDUSTRIES www.promac.fr
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