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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 warmanty |asts for the e petod specified in the Meratuia included with your product o an 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.
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3.0 Safety Warnings

1.

1.

Read and understand the entire owner's
manual before atiemping assembly o
operation.

Read znd yndersiand the wamings posled on
the machine and in ths maneal. Falue o
comply wilh all wasmengs may cause serous
Iy,

Replace the waming labets if they become
chstured or ramaved.

Thiz band saw should only be wsed by
properly trained and skilled operators. Do not
uss wnti are frained and famifiar with tha
corract-and safe oparaton of this band saw.

Ondy use this band saw for 18 inlended use. Il
used for olher purposes, JET dsclaims any
redl or Wmphsd wamanty and holds iSed
harmiess from any injury that may resuit from
thatl use

Do not modiy this machine in any way.
Modifications can cause serious injury o the
operaior of ofthers and may damage the
miathine

Do not bypass or defeat any safety interiock
Syslems.

Abways wear approved safely glassesiWace
shields while using Ihis band saw. Everyday
eyeglasses have impact resistant lanses:
thay are nof glassas.

Wear sar proteciors (plugs or mufls) duning
extended penods of operation

ﬂﬂﬂ'ﬁwpﬁﬂmﬁm Remove &l loose
cloting and confine long hair.  Mon-skp
foolwear or anbskd foor skips  are
recommended, Do nol wear gloves when
operaling the band saw. Always wear leather
gicves when handing the biade during
maintanance and rapair aciivity,

. Do not operate this: maching white Gred or

14,

15

7

18.

8.

21,

, Chisck damaged puards or pars

contacted. Keep fingers, hands. arms, and all
body paris away from the moving saw blade.
This machine has a lsser kne cuting guide. Do
not stare inio beam or view directy with oplical
instruments. Avold exposure b0 e laser
beam.

Maka sure the OFF bution = pressed before
mo‘nu:ﬁru_:rﬂ'ra machine 1o the power suppby.
Turn off all controls batore unplugging.

Make sune the maching is property grounded,
Connect fo & properly grounded oputied only,
Sea Grounding instructions.

Make all maching adjustments or mainienance
with 1 machine OFF and unplugged from the
pOwer SoUrTe

Before turning maching ON, remove adjusiing
keys and wrenches. Form a hshil of checking
o sea that keys and adjusting wrenches ame
removed from the machine hefore use

Ahwarys kesp safely guards in place when the
machine =5 in use. If emived for mainiesance

purposes, use exireme cauBon and replace
the guands immedately after maintanance is
complats.

Before
furiher use of the machine, carefully check a
damaged guand or par o sea d it will operate
proparly and perform iz infended funcbon,
Check for alignment of moving parts, binding
of moving panis, breskage of parts, mounting,
and eny other conditions that may aflect its
oparabon. Properdy repar or mplace a
damaged guard or part that will not operate
properly and pedorm i intended function

Provide for adequate space surmounding work
area Provide non-glare. owerhaad ighbing.

22, Keep blade sharp and propery adjusted For

best operation,

23, Keap the foor around the machine clean and

fre= of scrap matenal, oil and gresss.

, Kesp visitors @ safe distance from the work

zrea. Keep children away.

25, Make your workshop child-prood with padiocks,

masier swilches or by remaving arter keys

28. Do not overload this machine. By overioading

ihe machine, you may cause injury from fying
parts.

. Give your work undwvided attention

: Looking
around, carmying on a conversaton and homse-
play” are careless achs thal can resill m
sanous injury.

28. Maintain a balancad stanca at all imes so that

you do not fall into the bade or olher maving



paris. Do not ovemreach or use excessie force 38, Wevar lpave the machina running unatiended,

to perform any machine operation. Tun the power off and do nol eave the

28 Use the nght tool at the comsct spesd and maching untl it comes 1o & complete stop
tead rafe. Do nat force 8 ool or eechment (o 37. Remove loose lems and unnecessary wark
do a jpb for which it was not desgned. The pieces from the ama befores staring the
right ool will do the job betier and more safely machins.

30. Dress your work peece edges. Always chamier 38, Always use push sbcks when culling small
and daburr alf sham adgas majenal

31. Use recommended accesaories  improper 39, Raise or lower blade guide only when maching
accessories may be hazarious. is twrned off and blade has stopped moving

32. Maintain tooks wih carm Keep saw blades 4. Do not allow the saw blade fo rest against the
sharp and cisan for the best and safest workpiace when the saw s not nenning.

performance, Fobow instnettions for lubricating 41, The saw mus! be stopped, and the electrical

and changing accessores supply must he cul off before any blade
33. Thiz machne & equipped with an emergancy replacement. drive belt replacement or any

slop bulton_ In the event of incomect operation periodic service or maintenance & pedormed

of dangerous condiions, press the emengency on the machine

slop button o immeadiaiely siop e maching, ; .

When the dangercus conddion is foed, Twist 42 Remowe cut off pieces 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

the emergency stop bution clockwise to reset
The machine can be slarted alter the
emergency butlon resst

cuiting area
4. Tum off the machine before cdieaning. sa a
. ; 43, Dont use in dangermus enwironment Don't
brush or compressed arr fo remowve ohips o stks in- d o et leation. of

Clebyli— i s YO L hiavicis: expose them lo rain Kesp work ares wel
35, Do not stand on he maching. 3erious injury lighted.
could ocour f the maching fips over.

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

AUTION This mears that if precautions are not heeded, & may resull in minor inury andior possible
maching damage.
AWARNING This means that il precautions are not heeded, & may resull in senous inury or possibly even
death.

4.0 About This Manual

Thas manual is prowded by JET coverng the sale operabon and manienance procedures for a JET Model
VBES-1813V5-DC Band Saw. This manusl conlaing mstruciions on instaiiation. safely precautions, general
operating procedures, maintenance instructions and paris breakdown. Your machine has been designed and
constructed to provide consistent. long-term operation i used in accordance with Bhe instructions as set forth in
(s document.

If there are guestions or comments, please contact vour local supplier or JET. JET can also be reached at owr
web sile” wiww_jaliools com.

Retain (s manual for fulure referance. I the maching iranafers ownership, the manual should accompany L

AWARNING| .04 and understand the entire contents of this manual before atiempting assembly
or operation! Failure to comply may cause serious injury!

Reqgister your product using the mailk-in cand provided or register online:
Wi Etlonls. comiproduct-regisiration



To quickly reach the product registration webpage, scan the OR code below,

5.0 Specifications

Electrical
hezn Dirive Maolos
Grinder Mator .

Tmnainm'arhrWdl:hru; ._...:ZI:f_f_ﬁ:.:-Iﬁ.ﬁ.ﬁ:::I-’.Iﬁ"ﬁf_f_'_f_:ﬁ_'ﬁ._.._.._...
BLOG BOAM oo

Lazsr. ..
Puw&#ﬂf

Full Load _.

General

Blade Speed. ..

Speed Fta.nmn;FF'M:l
Height E:Elq:amy' [Max. ln ]

Table Size {In) ...

Table Tilt |

Blade Length l:.ﬁ.pg:m: ind_.
Biade Widih {Min. - Max. In |
Biade Thickness ...

Standard Machine Eﬂdﬂ {ln J
Table Height {In.) ..

bloioe & m(h}“”

Balt.

Overall Dimension (in.) .. ""'ﬁIZI:ZZ.:ﬁ:ﬁ’.:ﬁ.’ﬁ.’ﬁ:I_':I'_ﬁ_'

Packaging Dimensions ﬂn :l
We-ﬁﬂs

\VBS-1813VS-DC
AT1-1378

o THE P 2200 148 7 10P T 3P T 2500RFM

_ VEHP ) 110V § 2P 1Ph | B0Hz | 3450 RPM
et CEAENA T 110N
_1HP/ 103-120V | 1Pk Imput
100-240VAC, Class 34
118V / 1Ph

184

Variable Spesd BLDC
. B0-1600 FPM

AT B rzm]nn},Lasar:.:'a'p.ini-j 11.8" (300mm)

18 (450rmmj)

L1988 x 2 .Eﬁ'q:ﬂl:hm x 540mm)
45°R 1 15°L

145 88" — 148 (3" (3700 - 3760mm}
118" - 0.51" (3-13mm})

. 0.025" {0.64mm}

09" (10mm) 14T

o 3 287 (B45mm)

- 187 (450mmi}

. ABEx

437" x 32 98" x 71.65° (1100mm x B20mm x 1820mm)
45,67 x 30.7° % T8.7" (1160mm x TBOmm x 2000mm)

e FOT |08 (228NG)
i BT Ibe (317kg)

The speciicatons m this mamal wans comend & Gma of publcation, bt becoga of ouwr podcy of continuoos
improvermevs!, JET résarves the mght bo change spocifications al any tme and withou! prior nofice, withowt mourmng
abdiqation



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

+ Haa Muts (4), M12 for Machine Leveiing

+ Sacket Head Cap Screws (2). Bmm (instafled m
fabie)

Box 1 Contenis:

+ Fance Guids (1)

» Fence Guide Bradet (1)

* Lock Knob (1)

+ T-Shot Nut {1)

6.2 Cleaning

Dnnm;u-gm‘mnrm

petroleum products fo clean this machine. They
have low flash points and can explode or cause
a fira.

WARNING When using cleaning solvents,

work in & wellveniiated area. Many cleaning
solvents are toxic if Inhaled.
This maching may be shipped with a rusiprood,
waxy coating andor grease on the exposed
unpainted metal surfaces You must compisiely
ramove this probectve coating usang a degreaser or
solverd cleaner. Moving ilems will nesd o be
moved along their iravel path io alow for desning
the entire surface. For 3 more thorough cleaning,
sorme paris will ooccasionally kave o be removed.
Do not use acetone or brake cleaner as they may
damage panted surfaces:

6.3 Lifting and Transporting

AWARNING| e and  carrying
operations should ba performed by skilled
workers, such as a lift truck operator or crano
operator. If a crane is used to liff the machine,
attach the lifting chain carefully, making sure
the machine is well balanced.

Follow thess guidelines when lifling with & truck or

troliey

1. The ift truck mest be able to (it af least 1510
£ times the machine’s gross waight.

2. Make sure the machine & balanced Whie
transporting. avoid rough or jerdky motion, and
mastain a sale clearance rone around he
Iransport anea

3. Use a forklft with sufficient lifling capacity and
forks- thal are long enough lo reach the
complete width of the machine.,

4. Remove the securing bolls thal atach the
maching to the pallel

5. Approaching tha machine froem the side, kit the
machine on the frame taking care thal there
are no cables or pipes in the area of the forks

6. Move the machine ko the required position and
lowes genily to the oo

I. Level bhe machine so that all the supporiing

screws ane taking the weight of the machine

and no rocking i taking place. See step 12 1n

Sechon 7.0 Instaliatian

7.0 Installation

Consider the folowing when looking for & suitable

lpcation fo place the machine;

1. Owerall weight of the machine

£,  Wesxght of matenal being processed

3. Sires of malerial 1o be processed through the
machine

4. Space needod for auxiliary siands, workiables,

or other machinery

Chearanos from wailis and other obsiacies

Maintain an adequale working area amund the

machine for safely.

7. Have ihe work area well luminated with
proper lighting

8. Keep the oo free of ol and make sure it =
not skppery

8. Remove scrap and waste matanals regularty,
and make sure the work area is free from
obsirucling objects.

10. I long lengths of material ans io be fed ndo the
maching, make sure that they will nol exiend
into any aisles

11, Floor: The machine should be placed on a
level, concrede floor, capable of supporiing the
waight of the machine, work stock, and the
operator. Provisions fof securing it should be
in position pror ko placing the machine, The

@



12.

13

14.

accuracy of amy maching depesnds on the
precise placement of L io the
surface

Leveling: Ths maching dislnbues a
amount of weight over a small area, The
should be & level surface Insial the
M12x45 hex boits and M12 hex nuts to the
base flanges as shown in Figume 7+1. To level
the machine, place a machinist's leval on the
table and cbserve in both direclions, Place

Supply Placement: The power supply
should be located close emough o e
machine 30 thal the power cord s nol in an
area whane it would calse a Fipping hazard
Ba surm o obsarve afl aleciical codes
instaling new créuits and'or cullats.

Ead "“_'-];
- B B - =
Figurs 7-1 Leveling Bolts and Muts

7.1 Anchoring the Machine

Foliow these guidelnes when anchoring the
fmaching o e floor:

1

Once posiboned  anchor the machine 1o the
fioor, a2 shown in the diagram. Use bolts and
expansion plugs o sunken be rods that
connect through and are sized for the holes in
ihe base of he stand,

This machineg requites 8 solid foor such as
concrele al 8 minimum of 47 (102mm) thick. §
i 153mm) minimum is prefemed.

L 48 | A
] ™ T (7.87mm)
i

7.2 Assembly and Set Up

AWARNING

For your own salely, do nol

connect the machine to the power source wntil
the machine is complotely assembled and you
read and undeorstand the enlire instruction
manual.

Fence Installation;

Remowe and retain the wo Soces! Hex Cag
Screws ME x 20 instaled into the front adge of
e waork tabla.

Position the fenca mounting bar onto the work
tabde fronl edge and install and tighten the bwo
sochke! head cap screws

Irestat the fence by engaging the T- bolt hesd

ol the fence retaining bolt into the T- slot of the
{ence bar.

Tighten the hand knob o hoid the fence n
postion

Frgure 7-3 Instaling Fonce



8.0 Electrical Connections
All electrical connections

must be done by a qualified electrician. All
adjustments or repairs must be done with
maching disconnected from power source.
Failure to comply may cause serious injury.

AWARNING| iy surs the ictica

circull, receplacle, and connections are
proparly grounded.

The VBS-1813V5-DC Band Saw is rated at 110V,
B0Hz altemating cument. Verify the mput power
supply before making any alecirical connechons.
Before conneching the maching io the powar
sounce, make sure the power source s OFF

The band saw mug! be grounded A quallfed
glecirician can make the proper elecirical
connections and confirm the powsr on site s
compatible with tha saw.

Before connecting to power source, make sure the
OFF bution = pressed. Check the voltage and
frequency of the power 1o ses f they meet with the
requirement, the alowed range for the voltage s
£5% and for the frequency is +1%.

Considerations
»  Dbsarve local elecinical codes when
connechng the maching.

*  The circuit should be profecied with a time
oeiay fuse or circuil bresker with an amperage
rating shghtly higher than the full load curment
of machine.

¢ A separale gleciical circuit should be used for
your machine. Before connecting the molor 1o
the power line, make sure the OFF bullon =
prassed m and ba sure that the elecinc cumand
i of the same characienstics as indicated on
the maching

¢ Al line connections should make good conlach
Running on iow voltage will cause the machine
io opesale poorly.

» Inthe everd of a malfunction or breakdown,
grounding provides a path of leas! resislance
for electric current bo reduce the riak of eleciric
shock. This maching is equipped with an
elecinc cord having an equipmeni-grounding
conductor and a grounding plug. The piug
s be plugged ino a matching ouliel that is
progerly installed and grounded in accordance
wilh all local Eodes and ordinances

¢ Improper connedchion of the aguipmant-
grounding conduchor can result n nsk of
alectic shock. The conducior with insulation
hawing an culer surface that s green with o
without yeliow stripes is the equipment-
grounding conductor, If repair or replacement
of the elecinc cord or plug is nacessary, do mot
connecl the squipmeni-grounding conducior 1o
& Inve berminad

= Check with qualified elecincian or service
personnel f the grounding Insfructions are nol
compietely understood, or if in doubt as to
whether the machine is properly grounded.

+ Hepairor réplace damaged or wom cond.

Extension Cord Safety

Extension cord should be in good conddion and
meed the minimum wire geuge requirements beiow:

Amipete Vs Total Length of
Hanr'rH Cord in Feal
Marg | NOU [ 170 |25 |50 [ 100
Tl'l:lﬂ I Ml:ll'! i

| Than AW
o i B B 418 | 18 |46
8 | 10 18| 18 | 14
EEF 165 116 | 14
12 16 4|12 | Mo

Table 7. Exfension Cond Recommendations
An undersized cord decreases line vollage,
causing loss of power and overheating. Al cords
should uze a ground wine and plug pin

Power Cord Conneclion
1. Mszka sure the OFF button 5 pressed

2. Urnwrap the power cord and route the cord
away from the machine toward the power
supply, IMPORTANT, Roule the power cord 50
thet A will not become entangled in the
machine in any way. Do not creats a trip
hazzard wath the power cord.

3. Connect the power cond o ihe power Supply
and check that the power cord Ras not been

damaged dunng nstallation.

4, When the machine & clear of any obsiruchion,
press the ON button 10 test the operation

5. Prass the OFF bution io siop test operation.



9.0 Product and Controls
Identification

OVERALL MACHINE
Refer to Figure 8-1

Fagure B-1 Main Product Idenlifcsbon

A - Power Cord: Verify maching power
requirements belone making conneclions

B - Grinder; Grinds welded area of blade back to
C - Blade Welding Station: Weids blade logesther

L

- Blade : Tnms and of blade square pror
waiding. Culs saw bands ranging in width from
082" bo 17 (1.6mm o 25.4mm) and thickress of
0.025" to 0.035" (0 B3mm to 0LBSmm|

E - Emergency Stop Switch: Removes power o
the aperating controls and stops opesation

F - StartfStop Control; Push butions o start and
ren the saw blade and slop the saw blade whan
the cd i complate.

G - Variable Speed Knob: Changes the speed of
the saw biade. |ised whale the machine s running

H - Speed Display: Displays the spead of the
bézds in FPM [Fest Per Miniute]

J - Speed Chart Dial: Select speed and pich for
vanous mabenals bo ba ol

K - Upper Whesl Housing Door Houses ihe
upper puliey, and tensioner,

L - Guide Post Tension Knob [not wvisible)
Located on the back side ol ihe upper whel
housing, bse thiz 1o loosen the guide post fo
adustment

M - Guide Post Adjustment Wheel: Use to rase
of lower |he guide post o provide minimum
clearenca o the work piece.

N - Work Lamp: Provide addiional kight to the cut
ANt

0 - Blade Tension Adjustment Wheel: Tum 1o
incease o decrease bade tenson.

P = Fence: Sals a specific and repeatable distance
for cutling matsnal o 2 speciic widlh,

Q - Laser Line Guide: Laser line progects 1o work
pance to &how witens biace wall cul

R - Air Tube: Provide air bo the work sile lo blow
chip away from cul area

8 - Upper Blade Guide: Holds the blade in
position and minimizes biade twisl

T - Work Table: Supports malerial and provide
saveral ways 1o cornal angle culs.

U - Table Ti: Trunions used bo allow the able o
Hilt uge to 15° ekt or nght.

¥

W - Blade Break Sensor: Stops saw if the blske
breaks or i the blade trackng is off causing the
biade to come off the whesl.

X = Door Limit Switch: There 5 2 door mil Swich
an both the wpper and ower whee! housang doors.
Thesa lmit switches will stop the saw if either door
is opened during operation or prevent the saw from
starling i either door is nof fubly closed

o
o
1)



CONTROL PANEL
Refor to Figure 3-2

. )

Figure 52 Conirtl Panel identification

A - Blade Speed Indicator: Displays the speed of
the blade in FPM (Fest Per Minute),

B - Speed Control: Thes potentiomeler will vary
lhe input signal, which in tum will vary the voltage
outpul 1o the molor, thus confrolling the speed of
trva miotor and than the blads.

& = ON Push Button: Press this bulion 1o stast and
run the blade when opersiing condibons ae safe
for the blade o move, Meke sure the bisde s
rotating dowmvard towards the work table.

D - STOP Push Button: Press thes bulion Io stop
Ihe blade amy bme thal the operalor is not direcly

and activedy engaged in & culfing operation

E - Emergancy Stop Button (E-Stop): In the
evenl of incormecl operabion oF  dBNQEMOUS
condiions, the machine can be slopped
immediately by pressing the E-STOP button. Twist
e emargency stop bubion clockwise (ow) to raset.
Mole: Reseibng the EStop will nol start the
machine

12

WELD STATION
Rafer to Figure 3-3

Fgure -3 Weld Station idenfification

A - Walder Controls: The pressure select
switch Is vaed 1o 381 the pressure or lorcs used
io press the ends of the blade ipgether. Press
and haold the grasn weld button to complets the
weld Press and hold the red annesl push bution
o annezl {coolharten) the walkd

B - Weld JawsElectrodes: The weld jaws clamp
and hoid the blade in posiion dusing the weld. The
left mw moves oward the right with the ressure
sat on the Pressure Dial. Both [aws am the
alectrodes wisch transfer the sleckweal cument o
the biade material baing welded 1o create the waid
puddie [melted metal) which will fiow iogether 1o
migit the ends together as one pisce

C = Grindor Swilch: Togghe the swiich to the
ON position 1o start and run the grinding whael,

D = Grinding Wheel: Grind the blade 1o remove
raugh apols and create & smooth surface
without making the area thinmer than the rest of
the blade.

BLADE ADJUSTMENT
Refer to Figure 9-4

A - Blade Tension Handwheal: Tum clockwme o
lensan blade: counderciockwse fo redase tension
on blade,

B - Blade Tracking Handwheel: Turn ciochwise
io rack blade toward front of hisde wheel. Tum
counterclockwiss o track blade toward rear of
blade wheal



& = Upper Guide Post Lock Knob: Tum
counErclockwise 1o loosen gulde posi. Tum
clockwise o lock guide post in place

D = Upper Guide Post Handwheel: Turmn
handwhesl 10 raise or lower guide post.

E = Upper Guide Posk Provides blade guard
protection and supports the blade

Figure 0-4 Blade Adusiment Confrols

LOWER WHEEL HOUSING

The lower wheel housing has the lower wheel
[drive whesl), Ihe debris brush, and the debris
Tray.

The lowes wheal s the difve whesl which |5
connscted via @ shal to the drive sheave
and thus the maotor through the drive bedt.

The brush is used o help contral | remove
chips and metal fillings from getting betwsen
the blade and wheel Keep it clean and
adjust as it wears, The brisies should have

a slight pressura against e pulley ai all
kimes.

The debris fray will colect larger chips and
meia! filings. The fray will slde out and back
in for reguiar cleaning

Figure 9-5 Lower Whesl Housing
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TILTING WORK TABLE

The work table may be fHed from 157 1o 457,
The outhoard side of the table will iift fo create a
15" angie or lowered to & 45" angle.

Tilling e table i done on the back side of the
saw. Just undar and forward of the degres scale
s tha clamping nut. Loosen the nul, bt the kabia
i the desired angle and tghlen the nul ko hokd
the angle

Figure -8 Tiling Work Tabie

UPPER AND LOWER BLADE GUIDES

The blade gquides provide side-lo-side and back
suppart for keeping the blade straight while
cutting matenal Tha blade guides are tungsten
siee| where they come in contact with the blade
i reduce wear on the guides. The guides must
ba kept propery adjusted for accurate cuts.




FENCE GUIDE

A fence guide i provided with this saw toad in
precise cul lengths and repeat cuts.

J

Figune 2-9 Fence Guide

10.0 Adjustments
Al adjustments or repairs 1o

maching must be done with power off and
maching disconnected from power source
Failure to comply may cause serous injury.

10.1 Blade Tensioning
Refer to Figures 10-1 & 10-2

Without proper lension, a bandsaw blade will not
cid efficientty, Too kitle tansion can lead fo Diade
runout, Increased wear, and poor firish on the work
pigce. Too much fenson can cause the biade io
break. To check the Blade lension, you can use 8
biade tensioner or tension the blade by hand, as
expiainad balow.

1. Exsconnect power from the bandsaw.
2. Dpen the upper wheel housing door

3. Raise upper guide post (C) by lodsening guide
post lock knob [A) and tuming upper guide
post handwhes! [B) clockwise untl| f stops

4. Chack the blade deflecion at a pont halfway
betwesan the iable and the upper blade ousde
by applying finger presaune b0 side of Bade A

tensioned biade should have a
deflection from verlical of approximately 38",

5. To increase ension, i blade Eenson
handwhesl (D) docowse To decrease
tension, tum  blage  lension  handwhesl
counterciockwise.

6. Use biade tensson indicator (Fagure 10-2, B3
seen through upper blade wheed) as reference
cnly. Measure proper blade tersion wsing the
finger pressura method in step 4

T. Alter adwsting ihe blade tersion, rofate the top
pulley saveral imes by hand and recheck the
blade deflection. NOTE; When misting the top
puliay. maks sure the blade does not touch the
fiange of the pulley.
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IMPORTANT: To prolong the blade life, release
the tension on the blade if the bandsaw will be
idle for an extended period of tme,

Figure 70-2

10.2 Blade Tracking
Refer 1o Figure 10-3

ACAUTION Adjusting blade tracking will
have the blade exposed to possible contact
The bandsaw blade is sharp and can cut your
hand and fingers. Use extreme care,

Adushing the blade tracking keeps the blade
cantered on the drive wheal. Blade fracking may be
required penodically  depending. upon blade size
and lension Also, when changing a biade
especally when changing Be blade width, the
frackmig may nead to be adjusiad.

To chech and adjust.the blade Iracking, Tollow the
Stefs DElnw

1. Open the uppar wheel door.
2. Lobsen the lock knob (A).

3. Tum the speed conirol knob (B, Figurs 8-2)
down (countendockwise] to the iowest spead
aileng.

4 Connecd the saw 1o the power supply and
pOWEs DO

5. ‘Waich the blade travel over the drive whissl
The blade shauld track in the middie of the:
TR




6. I adjustment is needed, siowly and a little at a
time, turm the adjustment knob (B] to cause the
blade o move foward the middie of the whesl
Allow the Blade o run severa! rotalions after

any adjsimeant

7. When the tfracking & centerad, Bghben the lock
knob {A).

B. Contrue o aflow the biads to méate seversl
rars fimes o verify the setting.

9. Siop the saw and close the wheel door(s)
before retuming the saw io senvice.

Figure 10-3 Blade Tracking Adjustment

10.3 Blade Guide Adjustment
Refer to Figure 10-4

CAUTION | 516 guides musi be
adjusted or damage may occur to blade andlor
guides.

1 Drsconmect power from the bandsaw

2. Check io make sure the guide post is secure,
and tha blads has been properly tensioned.

3 Using & Sman hex wiench, oosen the socksl
cap screwws A and B,

4. Slide the blade guida bracket so the blade
guides are approdmately 0067 (1.58mm)
behind the ooth gulels as shown, Tighlen
sockel cap soréw A only. Note: The biade
guides need to be adjusted far enough back
£0 [hey are behind the tooth gullets when
the biade & pushed back against the blade
support

5. With socke! capscrew B still lopse, slide the
blade support roed up 1o, but not louching the
back end of the blade: Re-bighten socket
capscraw B.

6. Nzxithe blade needs to be cenfened between
the biade guides on both the uppes and lower
blade qudes. To do this, first loosen the
sockel capscraws G using 4 5mm hax wranch,
Mexd, slide a piece of copy maching paper or a
doitar bill belween each side of the blade guide
and the blade. Either of them should ks G.004"

0. 1mm} thick. Gantly pinch ther paper batwesen
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the blade guides and the blade. Now tighten
each sockel cap screw C. [Chack the poaition
of the air nozzle). The guides should now be
posifionad cormecily withoul fouching the blade.

MNobe: Cwer lime, the biade insers will wear. Whan
thi= happens, fip inseds. over and reverse the
gusdes. I the blade wears a groove into-the blade
suppori, lposen and rolats i fo a new spot.

Binde Guide Bracked

Blade Guide .
TV \1

Figara 10-4 Blade Guide Adjustrment

10.4 Guide Post Adjustment

Rafer to Figure 10-5

The guide post assembly serves hwo purposes.

s  First, it positions the red biade guard batwesn
the work piece and the upper pulley housing o
protect the operator from the exposed blade.

= Becond, | posilions the upper bladé guides
close 1o ihe pece part for support of the biade.

To properly positan the guide post:

1. Disconnect saw from power source

2. Loosen the upper guide post lock knob (A)

3 Use the upper guide post handwhes (B) 1o
lower or rase the guide post (C),

4 Locate the bottom of the blade guides 025
{6.35mm) above the work piece and securely
tighien the upper guide post lock knob,



Figure 10-5 Guide Post Adlusiment

10.5 Changing Saw Blades
Refer to Figure 10-6

1

2.

3

Desconmnect saw froem SoOwer Source.

Cpen the upper and lowear pulley access
doors

Release the blade tension by rofating the
tension whes! (A} counterclockwise.

Pul on gloves to protect your hands, Mow
slide the biade off the upper and lower
sheawes around the blade guards, and
through the siot in the labls.

. Install the new BHade in the reverse arder

with the teeth facing forward towasd the dogr
and the tips of the leeth pointing dowrward
toward the waork lable.

Make gune the blade |5 centered an the
wheels and engaged between the upper and
lowar blade guides.

Properly tension the blade by following the
steps under 10,1 Blage Tensioning

Carefully make 3 few rofations of the top
sheawe by hand to make sure the biads
band s tracking evenly_ If tracking
adjustment is needed, follow the steps undar
10.2 Blade Tracking.

Figure 10-8 Changing Blade

11.0 Blade Selection

Proper blade selection is just as impanant o band
saw ooeraton 25 = blade epeed and matena! feed,
Proper bade selection will impact blade life,
straightness of cul, cul fimsh, and efficency of
operation. Excessive blade breakapge. sinpping of
teeth, and wavinesa of cul are some of the resulls
of improper blade sedechon.

Biades are classihed by materal composition, tooth
shape, tooth pilch, loolh sel, gage of e band
material, and kerf of the sef (widlh of cut)

11.1 Material Composition

Carbon Steel - low cost, for use with non-femous
mabenials, wood, and plasbcs.

High Speed Steel - ressls heal generaled by dry
cutting Used for lerrous metals

Alloy Steal - lough and wear resstant. culs faster
with longer blade Ife. Used on hard malerials.

More expensive than carbon or high spesd shesl.

Carbide Tipped - for cultng unusual malenais
such as wanium, Stanium, or beryllium,

11.2 Tooth Shape

Note: When cutting thin malenals;, the rule for
bdade pifch B o have 3 mimimum of fwo feelh
engaging the matanal being o &t all fmes.

Standard Tooth - generally used bo ol fermous
metals, hard bronge, hard brass, and thin melals.

Skip Tooth - have belier chip clearance (larger
guliel)] and am used on soMer, pon-ferous
matenals such & alummnum, COppEr, Magnesium,
and soff brass.

Hook Tooth - provides a chip breaker and has less
tendency ko gum up in sclter matedals. Used in the
same malessis a5 skip 1oolh b can be fed faster
than standard or skip tooth blades

11.3 Set Type

Straight Set — used for free cuftmg non-femrous
matanals; o, aluminum, maghassm,_ plastice and
wood.

Wawy Set - used on materials of varying thicknsss
(e, tubang, and sbuciural shages).
Raker Sel - used in large cuts on thick plate and
bar stock where finish of cul 5 not as imporant as
speed.



11.4 Blade Terminology

A B D
i - = -
E
=8
H_

Figura 11-1 Blade Terminology
A ="Width: The trenner the blade, the Eghber will be
the mimimum radius of cul. Uscady, a wiksr blade
will cut siraighter and more accuralely Always use
widest blads possible for the job

B = Gullet Depth: The distance from the tookh Bp
i e Enttcin &l the cumved ared

C - Tooth Rake: The of the iooth fce from
a bne parpendicudar fo the kength of tha blade.

D - Blade Back, The dislance betwesn (he Deck
edge of the biade and the botiom of the guliet.

E = Tooth Pitch: The dislance beabween oolh bos.

F = TPl: The rnumber of lesth per inch when
measured from gullet o gullet.

G = Gauge: Gauge is ihe thickness of the blade.
Thicker biades are sironger

H - Tooth Set: The distance a tooth s bent from
the blade

| = Kerl: Kerl s the widlh of a cul. Kerf will vary
according to the set of the blade isath,

11.5 Breaking in a Band Saw Blade

Sharp cutting edges with extremely small edge
radii are requered for high cutbng capacity. To
acheeve the opdimal tool e, we secomimend
breaking-in the blade accordingly. The comect
cutting speed is determined by the maierial baing
cut and is dimansons. I is wery important that the
nenw blade i first usad with only 50% of the
detemmined leed rate. This will avold micro-
breakages of the Hade because of 1oo large chip
thicknesses. New band saw blades may land
toward vibratons and vibrabion sounds_ in this case
a slight reducton of the outting speed is halpiul.
With small workpiece dimensions, spproxmately
J00cm® of the matenal should be cut for breaking-
in. i iarge work piece dimensions are fo be cut, we
recommend a breaking-in penod of about 15
mmifutes. After breaking-in you may showly increase
the feed rate up 10 the determined value
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11.6 Metal Chip Indicators

Chips are the best indicator of corect matenal feed

forcae, Momsor chip information and adjust feed

accordingly.

= Thin or Powdered Chips = increase feed rale
Or reduce 5w spaed

« Bumed Cheps — reduce feed rale and | or saw
speed

= Curdy Sikvery and Warm Chips = optmum feed
rate and saw spesd

11.7 Blade Care

The bandsaw blade = subjecied io & remendous
amount of strain. Make sure io atways usa the
aporopriate feed rate for the type of material you
are cutting

Be sure 10 select a blade of the proper width, siyle,
and pitch that will produce the best cu in your
material. Choosing the wrong blade can produce
expess. heat thai can adversely affect the ife of the
blade.

A clean blade perdorms much batier than one that
= dirty. Blades thal are gummed up and dirty offer
more resistance when culling through the material
This n tum creates unnecessany heat in the biada,

11.8 Blade Breakage

Band saw blades ars subject to high stresses and
breskage may somelimes be  unavoidable.
However, many factors can be conbrofied ko halp
prevent mosi blade breskage Here are some
commen causes for bréakage:

Misalignment of blade guides

Fesding workpiece oo quickly

Using a wide blade 1o cid & shorl radius cure.
Excessive tensman.

Tesath are dull or improperty set.

Upper gudes. are =81 1o high off the
workpiens,

Faudty weld on blads,

O G A 3 e

e

12.0 Band Saw Operation

AWARNING| wear aya protaction whils
operating hntha-. The bandsaw blade is
sharp and will cul fingers and hands. Keep all
body paris away from the saw blade Use a
biock of wood as a pusher for the material
being cut. Always wear leather gloves when
working near the blade.

AWARNING| yover operate band saw

without blade and wheel covers in place and
sacured.




12.1 Before Each Use

»  For dusty operations, wear a face shield along
with safsty goggles.

¢ |tis important to choose the nght biade for the
matedial and the bype of culling you plan to do.
This saw is equipped wilh & bi=medallic blade
which can be used io cu! stainless steel, steel,
ron, brass, aluminum, wood, plasic

*  Make sure the direcion of rotation amow on
tha blade matches the direclion armow on tha
saw. The blade testh should always point
downward a1 the: fronl of the saw.

¢ Make mire the Bade & shap, undamaged and
properly aligned. With the saw unglugged,
rotate the biade by hand checking for
clearance. If the biade hits anything, maka
proper adiustments as nesded.

v Pake sure the cut-off plece can move
sideways after it = cul off

v Mever lun the saw "ON" bedore deaning
everyhing from (he Lable.

¥ hever pul lubncants on (he biade while f 5
spinning

12.2 While Saw is Running

¢ Mever confine the piece being o out

= Never clamp i, fouch i or use length stops
against it £ musl be free to move sdeways. if
confned, il could gel wedged aganal the
blade and thrown vickenlly

= Avoid wkwand hand positions where 3
sudden slip could cause a hand o move inta
tha blads.

* |atthe biade reach full speed before cutting.

¢« Feed the work piace inlo the saw only fast
anough to let the blade cut without bogging
down or binding

= Bedore jammed material, press the
OFF bufton and unplug the saw. Wail for il
maving pars to stop

¢ Aller finishing a cud, press the OFF bution and
wait for all moving pants to siop befors
FEMDWng any cul eces.

12.3 Blade Break-In Procedure

Mew blades are very sharp and therefore have a
tooth geometry that = easdy damaped 1 & careful
break-in procedure & not followed, Consult the
blade manufacthesr's liEmiue for beak-in of
procedure will be adequale for breaksn ol JET-
supplisd blades on lower alloy ferous matsnials:

1. Follow ocperating procedures m 126 Basec
Procedurs,

2. Use g saction of round stock.

3. Operate the saw ol low spesd Slar the cul
with @ very light feed rate.
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4. When the saw has completed about 173 of the
cuf, Increase the leed rale slighily and abow
the saw lo complete the cul

5 HKeep the feed rale ol (he same selling and
begin a second cul on the same or sémilar
wiorkpiecs,

B When the saw has completed aboul 173 of the
cut, increase the feed rate whike watching the
chip jormation wndil culing is at #s: most
efficeen] rale (refer to 124 Evaluatmyg Cutfrg
Efficiency). Allow the saw io complete he cut

7. The blade is now consdered ready for use.

12.4 Ewvaluating Cutting Efficiency

The best way o delerming whether a blade i5

cutling efficiently i to observe the chips formed by

the cufting.

= |f chip formation is powdery, then the feed rate
is tod light, or blade is dull

& i the chips lormed sre cured, bul colored -

blug or slrew colored from heal generaied
duning the cut - then feed rate s excessiva.

= | chips are sighlly curled and not colored by
haat, then the biade & sufficently sham and is
culling al its mos! efficlent rate.

12.5 Material Selection

WARNING| yape sure materials being
processed through this machine ame not
potentially hazardous fo the operator or people
working nearby.

When sefecting materials keep these instructions in
mind-

*  Material must be dean and dry. (without of)

+  Material should have 3 smodth surface, so it
processes easly.

¢ [imensional properties ol maienal must be
consistent and not exceed the machine
capacily values.

= Chemical strocture of materal most be
consisient.

*  Buy cerlificated stesl from the same vendor
when possible

12.6 Basic Operating Proceedure

1. Verfy the work anea including the tabie s ciear
of obstructons,

2. Make sure upper and lower wheel housing
on each door which prevent e machne from
operating H ihe doars are not closed

3. Bel the guwde post [(A) o approximalely 257
{6.35mm) above the piece pan and tighten the
guide post knob

4. 3el the kable angle and, if used, the fence for
the desired cul. Have a8 push block within



reach without crossing the blade path or wsion
of the cut area. Simulating the cul without
power may be helpiul

b, Set the work lamp (B) posiion to provide
additional light at the cut sils without imerdering
wilh the matenal or the abdity to maintain
conbol of the matanal for the entire cut.

. Have proper support for the matenal o ba out,
This should nclude bath tha finished piece-and
e excess malerial,

7. Prese the ON button (C} o siaring blade
mavernent. If any abnormal sounds or
vibralions are noliced. press the red slop
bution (DY) immedialsly,

B, Adjust the variabie speed da (E) untl the
desired spesd s Indicated on the speed
display (F). Refer to Speed & Pitch Selecior
diad (G} on upper whee! housing door.

9. Carehully place the matenal on the table

10, When positioned. feed the matens info the
blade using a steatdy smooth matan,

11, When the cut & complste, press the red stop
button {0} on the controd panel and wad untl
tha blade siops before removing any material
near the blade.

12. After stop bulton, the DRO will flash

prEssing
UV {under voltage). The DRO must cear and
be blank before restarbng maching,

13.0 Welder Operation
The slectrical comment that

flows through the blade welder whon oparating

could cause serious porsonal injury or death.
To avold the risk of electrocution, never 1ouch

any metal part of the weld station during
weiding or annealing of the blade.

[AWARNING| . il

oye
operating welder. The bandsaw blade iz sharp
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and will cut fingers and hands. Uso care when
handiing blade,

AWARNING|  yopstyweided blade is very
hot. Wear heat resistant gloves when handling
a newly-welded blade.

Owerall Description

The weld station can bull weid and anneal blades
from 0,118" [3mm} 1o 0,625 (16mm) wide by
0.032" (0.8mm) thick. It is & resistance type weider
with two jaws that secure the blade ends during the
welding process. A selector knob is tumed
counierciockwise 1o pre-load the lefl jaw, forcing
the biade ends against one another, When the
operair presses the weld button, sleciric current
passes throogh the butied Biade ends. Tha left jaw
béade end is pushed into the molten puddie and
welded to the right blade end. Remove the blade
irom the jaws if any weld flash |s present and
carafully grind it off. The blade point must now be
placad back into the jaws whers annealing of the
weld joint iskes place. This procedure will reheal
the wesd Ares 20 |t s not 50 britle and should
retum it bo its original condition

It may become necessary bo weld blades when

= They break unexpeciedly and the ieeth are sl
sharp enough to cul

*  You need o make blades from a bulk saw
blade ooil

" ijn_.lmedmwddaﬂﬂmatmsmm
maks an mdamal contowr out on & plece part

13.1 Pre the Saw Blade Prior
mwnldlr?fm

AWARNING| 1.0r nazard, Keep hand and
fingers away from shear biade.

Blade Shear: Usa the blade shear o cut the band
apart or to cut the band 1o a spechied length. The
shear is capable of cutling saw blades from 0,118°
o 625 (3mm Io 18mm) in width and 0.025° 1o
0.035° (0.63mm 1o 0.B8mm) in thickness. To use
the béade shear, rame the handle, inser the blade
perpendicular io the cutng knife, and makes the cul
{see Figure 13-1),

Remowing Teeth: In finge piched bisdes, one or
more: of the teeth on each side of the oul may need
1o be remaved by grinding so that the weld area of
the biade is undorm, and the teeth will be undormiy
spaced (sea Fguns 13-2),

Squaring Ends: If the saw band cut is not squara
after shearing. wse the grinding wheel to squane it
up, Take small cubs 50 a3 nol ko overhest the blade
band. To get bolh ends of he band o match
perfectiy, twist t-and hold the ends so that the
izath ars on opposte sades and pointng In
opposie dmections. Mow grind as shown in Fgure
133,



Figira 13-1

Clean blade ende which
wlll comdact welder jaws
L1
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-

Grind ol iwsih
withan waid mg snea

" :-.___ Afeak corsied
by wnldimg

Gl off Made eils sguane
Allerw B Commect lealh spacng,

r
[

Figuire 13-2

GRIND HERE

H snips are uspd
to cut biade,
grind Ends equang
il EOwwn,

Figiwe 13-3
132 Welding

"ﬁ'WAH”IHG The electrical curment that

fiows through the blade welder when

coutd cause sericus porsonal injury or death.
To avoid the sk of electrocution, never touch
any metal part of the weld station during
welding or annealing of the blade,

ACAUTION The welder is designed for
informitient use. Reopeaiod welding within a
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short period of time may cause welder to
overheat.

13.2.1 Preparing the Blade Welder

Refer to Figure 13-4

1. Clean welder jaws (A & C} to ensure good
slecirical contact.

2. Check that the jaws will adequately hold the
thickness of the blade you are weiding.

3. The blade should shde easily m the left jaw
before turning the weld force selector switch
(E)

4, Check the gnrding whea! (G} and make sure it
I8 in good condition.

13.2.2 Making the Weld
Refer to Figure 13-4

AWARNING A newlhy-welded blade is very

hot. Wear heat resistant gloves when handfing
o newly-welded blade.

1 Belors makng 2 weld, fjum off band 2w motor
by pressing the red STOP button an the band
saw control paneal.

2. Carefully clean ends of blade which will
condact welder jaws Remowe any dird, o,
scale and cude

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

3. Tum weld pressure saleclor switch (E) fo 07
position (pointed dowmsard). NOTE: Thers will
D& s0me resisiance when lufmng knob

4  Makea sure the blads ends are squared and
ready for welding. See 13.1 Prapanng the Saw
Bilade Prior lo Wealding

Insert one end of biade mio leR weld jaw (A).
Position back edge of blade against back edge
of left jaw and shde the end of the blade
midway betwesn el [A) and right (C) faws.
Tighten el jaw clamp (B)

& Inser opposite end of blade o nghl clamp
{C}. Position back edge of blade against back
edpe of right clamp. Skoe the butl the end of
blade aganst the other end of biade Make
sure the blade ends fit together with no gap
{t@ blade emds need to be n contact with
each other}. H a gap i= presant, remove. the
blade and re-sgquare the ends. If no gaps are
fownd, tighten right clamp (D)

T. The pressure selector swich (E) & wsad o
apply the netessany pressong o hold he eads
of te blade ogeher dunng welding, Folow
these sleps to set the pressure setector switch
coimecthy:

(4



A Determine Blade Width: Measure the
width of ihe blade you are welding

B Adjusi Pressure Selecior Rolsle the
pressure selector swilch counterclockwisa
o the salting thal comesponds to the
blade width
* Pressure Seiting Guide: Every 564"

{2mm) of Bade width requies one
prEssure sathng iIncrement

Example: For a blade width of 1/4°
(8. 3mmy), sai the pressure salechor to 3.

NOTE: The widar the blade, the higher the
pressure selling nesded

jlﬂpmmwmm

operation can be thrown in all directions and
CEN Cause serious personal injury or fire. When
using the blade welder, always protect yourself
and others from flying sparks. Hesp fire
extinguishing equipment close by and do not
weld moar flammables.

& Press and hold the green weid button (F)
Whan weld button i pushed, the left clamp
moves io0 the nghl o apply pressure o the
blade end=s. Simultanecusly, sparks will be
emilted from the bisde ends as they are Deing
welded Do not release weid bulion until biade
|oint 5 “red hot.”

Figuve 13-4

9. Release weld button (F) and walt 3 or 4
seconcs undl blade returns to orgmal color.
Unciamp blade.

10, Rolale pressure ssfector swich (E) back 1o 707

11. Ramove biade from welder j@ws, and caretully
inspect it The spacng of the leath should be
uniform and the weld should be lotated in
center of guliet, Misalignment is easity noted at
this time from the weld appesrance See
Figure 13-5 for examples of incomact walds.
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12, If the weld 15 mperfect, refer to secton 154 for
possible remedies o any problems. Make
corrections before annealing, IF you see what
appears D be Bn excessive amouni of
flashing, you can Iry selecting a lower weid
foroe seiting.

“Blenm-out” weld

Cwerapped weld

Figure 13-5
13.3 Annealing
Rafer to Figure 13-6

AWARNING| , ,c\ity.welded blade is very
hot. Wear heat resistant gloves when handling
a mewly-welded blade.

The blade must now be annealed or cooled ai a
controdked rate o prevent it becoming oo britlls.
The procedure follows. Speclfic procedure
will depend wpon blade iype, as descnbed in
sactons 13.3.1 through 1333,

1. Tum pressore seleclor switch (E] all the way 1o
fefi so welder jaws are Ciosest to each other

2. Insert blade inlo welder ws (A & C) so thal
wield grea = cenlered belessa damps. Secure
blade in jaws with the clamp handes (B & D).

3. Quickly and repeatedly press the red anneal
bution (G} with a few shor bursts 1o make the

weld area & dull orangish-red. The wider the
blade, the more bursis and me it will take

CAUTION Do not press and hold the
annoal push button., The weld will ba
owerheated and will fail due to excessive
heat.




4 Alow the welded area io cool 1530 seconds
and then repeal the amnealing process twice
rore.

5. Release bolh blade darmps, allow blade to
coal, then remove biade from clamps.

6, Check weld integnty. Bend biade o form a
rediss 3t point of weld. The size of the radius
should be approximaiely the same as redius of
band saw drive whesl, The weld must hold and
not break or crack afler forming the rades I
the weld breaks, cul away welded area and

repest welding-annealing process.

7. Check 1o make sure welded seclion & same
thickness -as rest of blade, I nol grind off
excess weld malenal using the grinder. Refer
to section 13.4, Biade Grnding.

ACAUTION | ¢ 1o is thicker at the weid
than al the rest of the blsde, using the blade
may damage the guides.

Figura 13-6

IMPORTANT: The foliowing are vanations of the
general procedure, based upon blade fype:

13.3.1 Carbon Steel Blades

1. Press and jog the swiich bution untl
weld = a "dull charmy” 1o “cherry red” color.

2 Allow blade o cool slowly by decreasing
jogging frequency
13.3.2 Carbon Steel Hard Back Blades

1. Hesl biade slowly unbl weld becomes 2 desp
blwe color.

2. Continue to heal by joaging the anneal bulton
untll the width of the blue color & one-half the

lzngth of the band exposed between the [EWws,

3. Do not overheat or the tampar of the band will
be damaged Caution - Do not heat beyond
the “hiue™ stage. I ihe band begins 1o show
any red cofor, it |s oo hot Cool quckly by
releasing the anneal button.
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SHOULD BE W

DISTANCE BETWEEM JAWS -

Correct annealing of Carbon Steal Hard
Back Blades

Figurs 13:7
1333 Bi-Metal Blades

1. Heal biade siowly by jogging the annealing
switch bubion until weld jusi begins to emit light
{dull red color), The desired color may not
ahways be wisible in normal room light - alvays
shads tha weid area with your hapd.

2. Cool the weld quckly by releasing the
annealing bulion

3. Follow this procedure before and after grinding
bimetal blades.

13.4 Blade Grinding

[ﬁ____ﬂWleHﬂ Keep hands away from
rotating grincding wheel. Failure to comply may
causa sarious injury. Always heed the indicator
light - when glowing, it wams that the grinder
motor is running.

After annegling, the blade must be ground 1o
remowe excess metal or flash from the weald, With
the teath facing out, gnind the weid carefully (ses
Figure 13-8). Do rod hit the testh, or grind deaper
than the weld. burn, or overheal the weld ares. Be

sure to remove Aash from back edge of blade. Any
flash or "shub” leeth which project beyond the

nommal sel or heighl of the other feath must be
ground off

Figurs 138
grindings.

llustrates  some  unaccepiabie



Bad Grindings

Figure 13-8

135 Secondary Annealing
Anneal the weld 2 to' 3 tmes agan aller gnnding

13.6 Welder Clean-Up

It Is impartant that the weider faws be kept clean at
all tmas The jaws and inserts must be wipsd or
scrapad clean afier every weld. Doing this will
ensure better welds by

1. Holding proper alignment

2  Prevanting fiash from becomeng embedded i
Ehis iadis.

3. Prevanting shorts or poor electnical contact.
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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 Items — Apply grease
io tha fenson shde blocks (A), temsion
adustiment screw (B), and the blade guide
post rack [C) az needed o keep them maving
fresgly and free of nust

Figure 14-1

+« Table Support Lubrication - Grease the
pivoling Bble support as often as nesded



15.0 Troubleshooting
15.1 Driver Error Codes
Table 2
Code  Descriplion ' Possible Cause " Troubleshool Problems
uv Low voltage protection. Inpaut too low Check the power supply.
1. Mamn power input over lirmit 1. Chack main power
vollage behwesn 104-
2 Owver moloe sllowance rate 12001271187, 208-230V
v Overipad voltage protection ampere. (20,
2. Slowly wm the speed
e - | — __ oontrol knab io low spead.
OCA | Speed up overioad protection. | 1. Owver rale 1. Reduce lpad
ocn Sow down speed overload capaciy, 2. Check for broken
protechion. | 2 Cord damaged. inputioutput wires.
OCR Overcurrend protechon dunng | 3. Acoelarabon or deceleration Replace if broken or
operatan, _ _ time is too fasl (luming speed damaged.
cea | Curent (ampere) kmit protection control knob too fast) 3 Turn speed control knob
at-accaiaration. | more siowly
ceo Current (ampere) bmiting
protection dunng deceleration
COR El_u'rn-:ll[mpm'a]hn'rﬁ:g
_protection dunng running.

: i_.-..P'_[i.Fﬁ-._--__.-.-_._.E_

8~ 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 rie
| 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 Technicsl
| SENVICE.

25



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 propery. 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
| wibrates oo 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-1813VS-DC Cabinet Assembly - Exploded View
éh_,—l"!.
&
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17.1.2 VBS-1813V5-DC Work Table Assembly - Exploded View
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17.1.3 VBS-1813VS-DC Lower Wheel Set Assembly - E:plodnd"ﬂnw
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17.1.5 VBS-1813V5-DC Guide Post Assembly — Exploded View




17.1.6 VBS-1813V5-DC Upper Wheel Set Assembly — Exploded View
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17.2.1 VBS-1813VS-DC Band Saw - Parts List

Index No Part No Description
Cabinet Assembly

 BRARR i, VBS1813VE-01 .. Lower Whesl Door_._.. ...

3. VBS1813VS-03.. ... Molor Driver Board ..
31 VBEI20TVES-1 . Terminal Block. .

22 VESI207VS-3-2___ PU-NMNLU Corntrofier ......::'.....'_::_':'.:::..
e, B BRI VBSI20MWE-3-3 . Powesr Cosd.

4. ... VBS120TWS-3-4... DROGord...

[ ettt "J'Bﬁil'-'ﬂ]‘"u’ﬁnl EH'#D-FF Ei'uﬂlw.l'li‘ih:l:la Cm'r'qﬂat&
............. . BSVAZVE-V205 H.'Im:hl:‘.lmng Brush.. ..o

|

[

T WBS1B13VE-DT ... Upper Whee! Door
B . BSVI2VS.V2-08 . Hinge Fin Upper ...
&

_ ......... VBSI1200WVSS . Blada Spead Dl-gﬂ FH.EH:I l'.:l.rL-___ :
0. TS-1490021 . Hex Cap SCoow.. ..o _MBA2Ex 16

12 W VESITVEI2 Kb

12-1 ... VBS1207VS-12-1.... Variable Resistance Wi CODE ................... ...
: BSVIZVEN2-13 AlrPamp e e

L VBS181IVE-14 .. CabinetBody.... . .
AR VBS1813vE-15...._. PO

16 BSVIZVENZ-18 fur Nozzle ..

17 BEVIZVEANZAT Wnrth-p{LEu:. LS o L I A

8. . . .  VBSI207WS18.... Hande Lever.. . . . .,
19 .......... STE-1550041 ... Flat Waher ..o
o e TE-1500R00 . BOCke! Head CRD BOmed b

20 . TS-1502031 Socket Head Cap Screw

2%, .. VBSI813VS21.. . BockCover.. . ...
= AN LN _TS-2346902 ... Sockat Head ap B o

28 T5-1550041 ... FlatWasher ... .

S Y
........... MOVSIP

............ _Em*n____ -

— THPI 110V ...,

L VBS1eIIVEM L Lower Blade Cusnd Set . D i

26 .. TS1550041 . . FI.EI1 Washer

T SR VRSIBEARDT, . Chp Ty oo T
2 VBSI207VS-28_ Doorlabeh. . .. .. .

28-7 . TS-1540021 .. ... Hex Nut.

282........ TS-I512011 ......... Socket Head FIat SCIBW. ... ...

mimmﬁi""" Door Latch Assembly [h:hdad £28, m}

éd"'ﬁ: L VBS1813VS-30. . Laser Bracks! ..
301 TS-15400037 . Hex Mul....

31 .. VBST207TVS-31 ... Blace Break Sensor.. . . ... . .

41 oo TSAS001 o HEX N

312 TS1590041.___ SockstHesd CapScrew . .
Ly ¥ SR VBSIAMAVS-31-3. . SenorBracked
M- TEA500021 . BEackel Head Eapsum oy S S e

32...... VBS120TVS-32... Laser Guide..

$ YR = s
I VBS1207TVS-32A_ ....Lmsummm{nmmmmﬂ

- =, PSRRI, VBS1207TVE-33 ... Welder Safety Guard ... ..

331 ... TS-1532002 ... Pan Head Machine Screw ...
33-2.......TS-1550021 .. ........ Flal Waher. I
333 TS1540021 . Hex Mut.

34 VBS1207VS-34 . Acryic Bracket-Laf (Small ..:.:.'::::: R
il VBS1207vE-35.. ... Acrylic Bracket-Reght [Smaill)...__..._

a6
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T

20081,

210 .

& PR
212A.

213
214,

Te-1834022 ... . . Pan Head Machine Sorewr .. i M B s e 2

TSAS002Y o HEax NUL e M4
v VBS1207VS-36 ... Acryfic Bracked-Right (Large). ... t
... VBS1207VS-3T . ... Acnylic Bracket-Left [Large)

TS-1532042 ... . Pan Head Machine Scoew ... MAX12... .. ..

VBS1207vS-38.. ... Break OF Power Limit Swibahi .

TS-2245162 ... Sockel Head Button Screw.

... VBS1207VS-384, . Bade Speed vs Testh munammuy:':
LBS120TVE-38-1 . Round Head Machine Screw. .

HﬂﬂﬁkAﬂﬂﬂﬂ

TS-1550041 .. Flat Wamar

e W B T N o I it i e i b i

. VBS1813VS-FCAY . Fence Assembly (includes #116-4122) ...

ana*hhaelﬂetﬁ.mtly

T TP S S S B S
VBS1813VS-200 . .. Lovesr Whaal ... . ..l

TE-15I]EJ3'I Al Euh;atl-laﬂdﬂaﬂauw

o TS-ZIB1921 o SE00G WESDET, oo

. BSVIEVEN2.2004-1 _ Retaining Ring
BSV18VS-VZ210 ., Spul:ﬁi Sorew ..

TS2210501 . Hex Gq:lEﬂBw 'I'_:Z_'ZII_'ZZ:IZI:ZZZI:ZT_II '
O 11 - P

TE-HEE}H  Hex Cap Screw
. VBS1B13VS-214 . idle Whesl_
"-"H$IH13VS-2'I'5A. . \-Bait. .

ar

_.TS-1504061 . SockstHead CapScrew ... ... MB1
. BSVIBVE-V2A0T . TruninionBase ...
NBOBROTY o e N o

T T e e
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18.0 Electrical Connections
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