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| Safety notes







1.1.

1.2.

The operating instructions must be read by the person, who keeps in touch with the
machine before transportation, installation, using, servicing, reparation, stocking or
removal!

The operating instructions include relevant information. The operator must familiarise
himself with the install and operation, safety notes and machine servicing, because
reliability and service life must be reached. The operating instructions must avoid risks,
which are linked to work on the machine. Before transporting and using of the
machine, please read the instructions thoroughly!

Attention!
The operating instructions must be available at the machine!
Keep the operating instructions in good condition!

Machine determination

The band saw Performance 460 is determined for cutting and shortening of rolled
bars and drawn bars and profiles from steels, stainless steels, non-ferrous metals and
plastics without angle cuts (0°).

Combustible materials are excepted for cutting! Any other usage and operation
outside this range are unauthorized and the manufacturer/supplier does not accept
any responsibility for any damages resulting from such misuse. The operator has full
responsibility!

The machine is equipped with safety and protective guarding for operator and
machine protection. Nevertheless, this safety and protective guarding cannot prevent
injury. Service personnel must read this chapter and comprehend it, before he starts to
work on the machine. Always keep instructions about work safety! Service
personnel must take into account other aspects of the risk, which refer to the ambient
conditions and the material.

Attention!
Consider the safety signs on the machine. Do not remove or
damage them!

Protective suit and personal safety

Wear tight fitting overalls! Loose fitting clothes may be caught with machine parts
and cause serious injury.

Wear protective gloves! Material cuts and saw band have sharp edges and may cause
serious injuries.

Attention!

Gloves you can use only at working material replacement (saw
band)! The machine and accessories must be inactive!

If the machine is running, you must not wear gloves! It is
dangerous, because some parts of the machine can catch
gloves!

Wear protective shoes with non-skid soles! The unsuitable shoes may cause balance
loss and following injury. Falling work pieces may cause serious injuries too.

Wear protective goggles! Chips and cooling liquid may damage your eyes.

Always wear ear protections! Most of the machines emit up to 80 dB and may
damage your hearing.

Do not wear jewellery and always tie back long hair! Moving machine parts can
catch jewellery or loose hair and may cause serious injuries.

Operate the machine only when you are fit enough to work. llinesses or injuries
diminish concentration. Avoid machine work, which may compromise the safety of you
and your colleagues!




1.3.

1.4.

Safety notes for machine operator

Attention!

Machine can be operated by person older than 18 years!
Machine can be operated only person physically and mentally fit
for this activity

Machine can be operated only by one person. Machine operator is responsible for
presence of other persons by the machine.

Keep instructions and orders about work safety!
Read the operating instructions, before you start to work on the
machine! Keep the operating instructions in good condition!

Close covers before the machine starting and check, if the covers are not damaged.
Damaged covers must be repaired or changed. Do not start the machine, if the cover is
removed! Check, if the electric cables are not damaged.

Attention!
Do not connect the machine to electricity if the covers are
removed. Do not touch the electrical equipment.

e Do not hold the material for clamping to the vice and for cutting!

e Do not operate with the buttons and the switches on the control panel, when you
have gloves!

e  For machine starting take care, that there is nobody in the working area of the
machine (it means in the working area of the vice, the saw band, the saw arm etc.).

e Innocircumstances touch the rotating elements.
e  Workon the machine only when the machine is in good condition!

e  (Check at least once in a shift, if the machine is not damaged. If the machine is
damaged, you must bring the machine in order and you must inform your
superior!

e  Keep your working area clean! Ensure sufficient lighting in the working area.

e  Take off the spilt water or the oil from the floor and dry it. Do not touch the
cooling liquid with bare hands! Do not set the nozzle of the cooling liquid, when
the machine is started on

e Do not remove the chips from the working area of the machine, when the
machine is started on!

e Do not use the compressed air for the machine cleaning or for the chips
removing!

e Use the protective instruments for chips removal!

Safety notes for the servicing and repairs

Attention!

Only a qualified professional can carry out the servicing and
repairs of the electric equipment! Take special care during the
work with electrical equipment. High voltage shock can have
fatal consequences! Always keep notes about work safety!
Otherwise, there is possibility of heavy injury!

Switch off the main switch and lock it, before you start service work! Otherwise, there is
possibility of hazardous machine starting.

Only qualified person can do the servicing and repairs. For parts changing, use only
parts, which are identical with the originals. Otherwise, there is possibility of health
hazard. Use only recommended type of the hydraulic oils and oils and lubricants!
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1.5.

1.5.1.

1.5.2.

Do not remove or do not lock the limit switches or safety equipments! Any use of the
saw, accessories or machine parts other than that intended by the BOMAR, spol. s r.o.
company is not permitted. The guarantee on this product will be afterward lost and
BOMAR, spol. s r.o. takes no responsibility for caused damages.

Safety machine accessories

The machine is equipped with safety accessories. It protects the operator from injuries
and the machine before damage. The safety accessories are blocking accessories,
emergency switches and covers. Check once in a week the function of the safety
accessories. If the safety accessories are functionless, you must stop work and repair or
change the safety accessories.

Enhanced risk!
Do not come into or intervene in the cutting area. Otherwise,
there is possibility of heavy injury.

Total Stop

TOTAL STOP button is used for emergency switching — off the machine in case defect
or health hazard. By pressing TOTAL STOP button is interrupted the supply of the
electrical power.

If any damages or fault appears, immediately press TOTAL STOP button!

Total STOP button location

Total STOP button is located on
the control panel

After push TOTAL STOP button is shown warning message on LCD.
Release the pressing button is possible by twisting of the upper part of the button.

Arm covers

The saw is equipped with covers. In several places are covered with openable. Each
openable cover is equipped with a safety limit switch. Where are the covers opened
while machine works, the protective switch automatically disconnects the drive and
saw stops. It is also impossible to start the cutting process with open shelters.

Before starting the cutting centers, make sure the covers are closed and locked
saws!

11



Kryt pily
Sageabdeckung
Saw cover
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1.5.3. Saw band stretching and rupture inspection

This device checks the saw band stretching and causes immediate machine shut —
down in the event the band ruptures.

The device contains limit switch. Check the stretching carefully and periodically -
eventually adjust.

1.5.4. Laser beams

Machine for its function using laser sensors for control purposes. Laser sensors for
control purposes are located on the feeder, vices and on the saw arm. In the vicinity of
the security sticker.

Laser used on the machine for feeding material class 1M.

LASER RADIATION
DO NOT VIEW DIRECTLY
WITH OPTICAL INSTRUMENTS
It is forbidden to look into the laser beam barriers. [CLASS 1M LASER PRODU
1.6. Safety notes for the cooling
Attention!

=  When handling cooling agents always wear hazardous
fluid-proof gloves!

=  Wear protective goggles!

= Cooling liquid can get in contact with your eyes and may
cause permanent severe injuries

1.6.1.  Instructions for first help

1. Pull off and safely remove polluted, soaked clothing.
2. For breathing, go out in the fresh air or look for first aid treatment.

3. Wash with water or use créemes for contact with the skin.

12
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1.7.

1.8.

4. Flush with water for eyes and look for first aid treatment.

5. For swallowing, drink a lot of water and induce vomiting. Look for medical help.

Safety information for the chip remover

The chip remover is auxiliary equipment, following information
applies only for equipment with this conveyor.

Attention!

It is forbidden to enter the swarf conveyor area if the saw is in operation.

All maintenance and other works on the swarf conveyor could be done
only on equipment which has been switched off.

If the machine is switched on, operate it only using the control panel (see Chapter 3
Machine control).

Umisténi Stitku stroje /
Maschinenschild position /
Position of machine label

Machine label is placed on a movable main control panel from the rear.
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1.9. Umisténi bezpe¢nostnich znacek /
Verteilung der Sicherheitszeichen /
Position of safety symbols 1

= N
(8]
‘\l}
(]
]
0
[ II1
‘.J ,
]
" | |
B
E
Wl
£
£
§§ |
i
il |
T L
0 Ll
| BT
| i
)
14 Manual version:  1.00/ Aug. 2010

Manual rev.: 1




21

Obj. ¢islo
Bestell - Nr.
Reference No.

99.900.047

99.900.048

£ 99.900.049

£ 99.900.039

£ 99.900.040

99900042

$99.900.043

99.900.050

99.900.053

Self-adhesive label

SOL - Smér otac¢eni doleva / Drehrichtung

nach links / direction of rotation left

Nazev polozky ks
Bezeichnung Mng.
Item Pcs.
Samolepka / Aufkleber / 1
Self-adhesive label
cirachesive labe OBS - Noste ochranné bryle a slu-chétka /
Tragen Sie eine Schutzbrille und
Gehorschutz / Wear protective googles
and headphones
Samolepka / Aufkleber / @ 1
Self-adhesive label
PO — Noste pevnou pracovni obuv / Tragen
Sie Sicherheitsschuhe / Wear fixed
protective shoes
Samolepka / Aufkleber / L-l 1
: Self-adhesive label
: CZ - Piecist ndvod k pouziti /
Bedienungsanleitung lesen / read the
operating instructions
Samolepka / Aufkleber / 4
: Self-adhesive label : :
: 2 NS — Nebezpeti stlaceni / Pressung-gefahr  :
/ Crushing hazard :
Samolepka / Aufkleber / 5
: Self-adhesive label :
: 3 NR - Nebezped fiznuti / Schnittgefahr /
: Cutting or severing hazard
Samolepka / Aufkleber / 1
: Self-adhesive label :
: NV — Nebezpedi vtazeni/ Einzuggefahr /
: Drawing —in hazard
Samolepka / Aufkleber / 1
: Self-adhesive label :
i - NZ - Nebezpe¢i zachycen( /
: Erfassunggefahr / Tramping hazard
Samolepka / Aufkleber / 3

Samolepka / Aufkleber /
i Self-adhesive label

SP — Smérova Sipka / Bewegungsrichtung /

Direction of motion
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1.10. Umisténi bezpecnostnich znacek /
Verteilung der Sicherheitszeichen /
Position of safety symbols 2
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Samolepka / Aufkleber /
L Self-adhesive label :
NE — Nebezpeci Urazu elektrickym
proudem / Verletzunggefahr vom

elektrischen Strom / Electrical hazard

Samolepka / Aufkleber /

2 SRR Self-adhesive label

HV — Hlavni vypinac / Hauptschalter / Main
switch

Samolepka / Aufkleber /
: Self-adhesive label

23 £99.900057

L - Laser / Laser / Laser
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2.1. Technicka data /
Technische Daten /
Technical data

Hmotnost stroje / Maschinengewicht / Machine weight:
e Hmotnost / Gewicht / Weight
Rozméry stroje / MaschinengréBe / Machine size :

e Délka/Lange/ Lenght
e Sitka/ Breite / Width
e \iyska/Hohe / Height

Elektrické vybaveni / Elektrische Ausriistung / Electical equipment:

e Napdjenf/ Versorgungsspannun / Supply voltage
e  Prikon / Gesamptschlusswert / Total Input

e Maxjisteni / Max. Vorschaltsicherung / Max. Fuse
e  Kryti / Schutzart / Protection

Akusticky tlak / Schalldruckpegel / Acoustic pressure:
e  Performance 460
Pohon / Atrieb / Drive:

e Typ/Typ/Type

e Napdjeni/ Versorgungsspannun / Supply voltage

e \iykon/ Leistung / Output

e Jmenovité otacky / Motornenndrehzahl / Nominal speed

Hydraulické zafizeni/ / Hydraulic equipment

o Typ/Typ/Type
e \iykon/ Leistung / Output

Chladici zafizeni / KiihImiteleinrichtung / Cooling equipment:

e Typ/Typ/Type
e  Obsah nadrze / Volumen vom KuhImittel / Capacity

e  MICRONISER
Rozmér pasu / Sdgebanddimension / Band size:
6050x54x1,3 mm
Rezna rychlost / Schnittgeschwindigkeit / Cutting speed:
15-150 m/min.

Jeden Zdvih / Vorschublange Einfachhub / One Upstroak:

750 mm
Max. Délka podani / Max. Vorschubldnge / Max. feed:

9999 mm

Rezné rozsahy / Schnittbereiche / Cutting size:

oo

0° D 2460 mm

4000 kg

1700 mm
3700 mm
2600 mm

3%400V, 50 Hz, TN-C-S
15 kW

63 A

IP 54

LAeqv = 68,] d B

Lenze MDERA 132-12J
~3%400V, 50 Hz

7,5 kW

1455 m.min’’

19323800
6,5 MPa

Chemical emulzion
80 dm?

YES

oo

460x460 mm

Acoustic pressure level:

The equivalent level of the acoustic pressure A (noise) in the position of the operator is Laeq= 68,1 dB. The values
are indicating the emission levels and may not present safety working levels. Among the factors, which influence
the real values of the operator exposure, are properties of the workshop room, cut material and used saw bands —

which may significantly influence the exposure levels.
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2.2, Rozmérové schéma /
Aufstellzeichnung /
Installation diagram
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2.3. Popis /
Beschreibung /

Description
- Pohon pasu . ZSMh ramene pily
« Bandantrieb + Sagerahmenhub
« Band drive + Stroke of saw arm
= Vertikalnf upinanf
pevného svéraku -Rameno pily
=« Schraubstockvertika = Sdgearm
spannung «Sawarm
- Xertéca_l clamping for
xed vice
+ Sloup pily 5
- Sdgesiule g
«Saw pillar 3 :
3
+ Valeckova trat + Vynaget tfisek it
- Rollenbahn . spineforderer 5
« Roll conveyor + Chip remover , :'-:a
R
o
)
« Vertikélni dorazovy vélec
« Vertikalanschlagrolle
« Vertical stop roller
+ Horni valec vert. upnuti
+ Obere Spannung
« Top clamping
«+ Svérak podavaci - Sloup pily
« Vorschubschraubstock: + Sdule
« Feeding vice + Saw post
- Podstavec
+ Untergestell
+ Pedestal
« Pohan podavaciho “Hornlvalechorzontalnth
SVEYBEU ugmt}f SEleanalng « Pevny svérak + Nadrz chladici emulze
. \krgrréﬁg%bschrauhsm& - Biindelspannzylinder - Festeschraubstock + Kuhimittelbehélter
« Feeding vice drive - Top clamping cylinder for - Fixed vice + Cooling liquid tank

horizental clamping
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2.4. Transportation and stocking

2.4.1. Conditions for transportation and stocking

Keep recommendations for the manufacturers for transportation and stocking! If the
recommendations are not kept, damage can occur to the machine.

e  Don't use a forklift truck for handling the machine, if you do not have license for it!

e  Don't move under suspended loads! Fault in lifting device may cause serious
injury.

e  Keep a safe distance from the machine during the transport.

e  Temperature of the air from -25°C to 55°C, for a short term (max. 24 hours)
temperature of the air until 70°C

e Do not expose the machine to radiation (for example microwave radiation,
ultraviolet radiation, laser radiation, x-ray radiation). Radiation can cause problems
with the machine function and deteriorating condition of the isolation.

e Take measures, to prevent damage by dampness, by vibrations and by shakes.

2.4.2. Transport and stocking preparations

Close the vice and thoroughly oil all blank surfaces.

Lower the saw frame to the lowest position.

Make sure to empty the machine of all traces of the cooling agent.

Fasten all loose parts securely to the machine.

Pack and wrap the control desk securely to avoid damage during transport.

Fix the stickers stating the minimum approximate machine weight to at least five well
visible places.

2.4.3. Transport and stocking

The machine must be secured during transportation. Screw on the palette to the floor
of the van or the trailer. Be careful that the machine is not damaged during
transportation. Store the machine only under conditions mentioned in the manual, to
avoid damage of the machine.

It is forbidden to handle the machine any other way, than it is written in this operating
instructions, the machine can be damaged.

2 4 Manual version:  1.00/ Aug. 2010
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2.4.4.

Transportni schéma /
Transportschema /

Transport

251

ooooo

=

Misto pro lyziny
vysokozdvizného voziku

___ Die Stelle fiir Greifen mit
der Gabel des Gabelstaplers

Place for forklift's skides

2170

3130

2880

800
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2.5. Activation

2.5.1. Machine working conditions

Keep the conditions of the manufacturer for machine operating! If recommendations
are not kept, damage can occur to the machine.

The manufacturer warrants the correct function of the machine for these
conditions:

e Attemperature air from 5°C to 40°C, the temperature average during 24 hours
must not exceed over 35°C.

e  Atrelative dampness of the air in the extend from 30% to 95% (not concentrate)
e  Altitude lower than 1000 metres.

e Do not expose the machine to the radiation (for example microwave radiation,
ultra-violet radiation, laser radiation, x-ray radiation). Radiation can cause problems
with the machine function and deteriorating condition of the isolation.

2.6. Band saw unpacking and assembling

Remove the packing from the machine and unpack all parts.

Attention!

Switch off the main switch and lock it, before you start
assembly! Otherwise, there is possibility of hazardous machine
starting.

2.6.1. Machine installing and levelling

Check the floor supporting capacity before machine installing. If the floor capacity does
not agree with requirements, you must prepare the necessary base for the machine.

Minimal requirement:

machine weight — Performance 460 — 4000 kg
+ weight of accessories

+ maximum weight of material

e  The machine must be levelled at the horizontal position. All feet of the machine
must touch with the floor after levelling

e The machine must be levelled by means of the calibrated spirit level. Spirit level is
put on the vice area. Set the roller conveyors according to the spirit level.

e  Formachine levelling, take care that there is sufficient available space for
operation, repair work, servicing of the machine and handling the material..

e  The machine including appended parts and accessories must be visible from the
place of operation.

2.6.2. Machine disposal after lifetime

Blown out all service fluids (cooling liquid, hydraulic oil) into designated reservoir.
Dismantle machine into separate parts and dispose them in accordance with valid
directives.

2 6 Manual version:  1.00/ Aug. 2010
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2.6.3. Kotevni plan/
Verankerungsplan /
Grounding plan

Pfivod stlateného vzduchu

Druckluftzuleitung
Compressed air source
5 bar
altl
= ||
&
T .

2260

Privod elektrické energie
Enrgiezuleitung
| l Power supply

ﬁ==
||

Kotvici materidl / Verankerungsmaterial / Grouding material

+6x Hmozdina / Dubel / Plug - 218 mm
«Virtano do hloubky / In die Tiefe gebohrt / Drilled to - 140 mm
+Srouby / Schraube / Screws - M16

Srouby podlozit deskami o min. rozmérech P200x100x10 mm

+ Die Schrauben mit Platten mit Minimaldimensionen P200x100x10 mm unterlegen
Screew must be bottomed with plates (min. dimensions P200x100x10 mm)

Pozadavky na rovinnost podlahy / Anforderungen an die Bodenebenheit / Requirements
for floor flatness

+10mm/1m
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2.7. Electrical connection

Attention!

Only a qualified professional must carry out the servicing
and repairs of the electric equipment! Take special care
during work with electrical equipment. High voltage shock can
have fatal consequences! Always keep notes about work safety.

Electrical parameters of the machine:
e  Service voltage: ~3%400V, 50 Hz, TN-C-S
e  Total input/ Max. fuse: 15kW /63 A

Before connecting switch off the main switch of the power supply circuit for the
machine and ensure dry place when doing connecting works!

Service voltage must agree with the line voltage! Crosscut of the supply line must respond
with rated current for max. machine load.

Note:
The values of the crosscut of the conductor and the rated
current are in the norms.

2.7.1. Check the direction of the saw band

After the machine has been successfully connected, briefly switch on the machine and
put the driving engine of the band in the running position. The direction must be in
accordance with the arrow direction on the saw band cover. In case the direction of the
saw band does not match, two phases at the terminal strip must be switched.

2.8. Filling of the cooling system

Prepare the mixture of the water and the cooling liquid. Keep the concentration
specified by manufacturer. Shift away the cover from the drainage hole. Fill the mixture
of the water and the cooling liquid to the tank of the cooling system. Area of the tank
for the cooling liquid is discovered from the chapter Technical data.

Let the drainage hole opened and with the sieve during operation, because it secures
the right work of the cooling system. Filling the tank with the cooling liquid, take care
that the liquid does not drip out of the tank and the tank does not overflowed.

2.9. Check machine function

Check, if the machine or some parts of the machine were not damaged during
transport.

Check, if covers are installed and functional. Check by means of the Tenzomat if the saw
band is correctly stretched. If it is necessary, you can stretch the saw band according to
chapter Selection and replacement of the saw band. Values of the saw band stretching are
on the Tenzomat. Switch on the main switch and check the motors and systems (saw
band drive, hydraulic pump, cooling pump, chips conveyor).

Open and close the main vice. Turn the saw frame of the band saw from one outer
position to other outer position. Raise the saw frame to the top position and drop the
saw frame to the lowest position.

Start the machine with the cooling pump and let it run without load until the cooling
system will be filled with cooling liquid. As soon as the cooling liquid starts to escape
from the nozzles of the cooling system, the cooling system is ready for the operation.
Carry one cycle of cutting without material. Check, if the machine runs with no
irregularities. If all machine functions are right, the machine is ready for operation..

2 8 Manual version:  1.00/Aug.2010
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2.10.

2.10.1.

2.10.2.

2.10.3.

Saw band

Refit the saw band cover only after you have installed and tightened the saw band.

Saw band size -~

6050x54x1,3 mm

Selection of the saw band tooth system

The manufacturers provide the saw bands with constant and variable tooth system. The
important factor for selection of the tooth system is length of the cutting canal with
respect to the size of the product

1. Constant tooth system — the saw band has parallel tooth pitch all over length. This
way is suitable for cutting of solid material.

BOMAR for recommended Variable tooth system for band
saw.

2. Variable tooth system — tooth pitch is variable. Variable tooth system is used for
profiled materials and bundle cutting. Variable tooth pitch lowers vibration of the
saw band, increases service life of the saw band and quality of the cutting area.

In tables, there are advised type of the tooth system depending on sizes and form of
the cutting material.

Footnotes:

Z,Z - teeth number on one inch S - tooth with zero angle of the teeth K - tooth with positive angle of the teeth
Examples of the tooth system marking:

32 S - number 32" means 32 teeth on one inch (that means constant tooth system),
letter ,S” marks teeth with zero angle of the tooth.

4-6 K - number ,4-6" means 4 till 6 teeth on one inch
(that means variable tooth system); letter ,K” marks teeth with positive angle of the
teeth.

Saw band running-in

Running-in: Cut the material with the frame lowering reduced to 50% only. When
vibrations occur increase or decrease the band speed.

When cutting small pieces run the band until approximately 300 cm? of material has
been cut. When cutting large pieces run the band for 15 minutes approximately. When
the band has been run, increase the lowering-speed to normal speed. The running in of
the saw band avoids micro-breaks on the cutting edges of new saw band ensuing from
first excessive stress. This would decrease service life substantially. The optimal running
in of the saw band produces ideal rounded cutting edges and therefore the conditions
for an optimal service life.

Note: Run regrinding saw bands too.
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2.10.4. Tables for teeth selection

SHAPED MATERIAL (D, S = mm)
Dp Dp Dp Dp
S $ S
Note: Table shows tooth system selection for cutting one piece of the profile. For cutting of more pieces of the profiles (bundle), you must think of the
size of the wall as double size of the wall of one profile (that means, size ,S" equates to 2xS). In table, there are tooth systems constant and variable.
Size of the Tooth system (Z,Z)
wall Outer diameter of the profile D, [mm]
S [mm] 20 40 60 80 100 120
2 325 24 S 18S 18S 14S 14S
3 24 S 18S 14S 14S 10-14S 10-14S
4 24 S 14 S 10-14 S 10-14S 8-12S 8-12S
5 18S 10-14 S 10-14 S 8-12S 6-10S 6-10S
6 185 10-14S 8-12S 8-12S 6-10S 6-10S
8 14S 8-12S 6-10S 6-10S 5-8S 5-8S
10 - 6-10S 6-10S 5-8S 5-85 5-8S
12 = 6-10S 5-8S 5-8S 4-6K 4-6K
15 - 5-8S 5-8S 4-6 K 4-6K 4-6K
20 = = 4-6K 4-6 K 4-6K 3-4K
30 - - - 3-4K 3-4K 3-4K
50 = = = = = 3-4K
Size of the Tooth system (Z,Z)
wall Outer diameter of the profile D, [mm]
S [mm] 150 200 300 500 750 1000
2 10-14 S 10-14 S 8-12S 6-10S 5-8S 5-8S
3 8-12S 8-12S 6-10S 5-8S 4-6K 4-6K
4 6-10S 6-10S 5-85 4-6 K 4-6K 4-6 K
5 6-10S 5-8S 4-6K 4-6 K 4-6K 3-4K
6 5-8S 5-8S 4-6 K 4-6 K 3-4K 3-4K
8 5-8S 4-6K 4-6K 3-4K 3-4K 3-4K
10 4-6K 4-6K 4-6K 3-4K 3-4K 2-3K
12 4-6K 4-6K 3-4K 3-4K 2-3K 2-3K
15 4-6K 3-4K 3-4K 2-3K 2-3K 2-3K
20 3-4K 3-4K 2-3K 2-3K 2-3K 2-3K
30 3-4K 2-3K 2-3K 2-3K 14-2K 14-2K
50 2-3K 2-3K 2-3K 14-2K 14-2K 14-2K
75 - 2-3K 14-2K 14-2K 14-2K 0,75-1,25K
100 = = 14-2K 0,75-1,25K 0,75-1,25K 0,75-1,25K
150 - - - 0,75-1,25 K 0,75-1,25 K 0,75-1,25 K
200 = = = 0,75-1,25K 0,75-1,25K 0,75-1,25K
SOLID MATERIAL (D = mm)
D D . D D) 5
Constant tooth system Variable tooth system
length of the cut D tooth system (Z,Z) length of the cut D tooth system (Z,Z)
t03mm 32 1030 mm 10-14
to 6 mm 24 20-50 mm 8-12
to 10 mm 18 25-60 mm 6-10
to 15 mm 14 35-80 mm 5-8
15-30 mm 10 50-100 mm 4-6
30-50 mm 8 70-120 mm 4-5
50-80 mm 6 80-150 mm 3-4
80-120 mm 4 120-350 mm 2-3
120-200 mm 3 250-600 mm 14-2
200-400 mm 2 500-3000 mm 0,75-1,25
300-800 mm 125
700-3000 mm 0,75
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2. Machine control







3.1. Saw band start

Machine is started by main switch, which is located on saw’s cover
on material insertion side. After control system booting is shown
welcome screen on LCD. As long as "not start" control system is the
intermediate state displayed at the top of operator panel.

Also, other states machines are displayed in the upper panel. Eg.:

= Please wait while the machine accrues
= Control On / Off Control

= Mode manually

= Automatic Mode

= Automatic mode runs

= Stopping automatic cycle

3.1.1. Turn-on Process

1. By yellow button with symbol —"~— which is placed on bottom of the
control panel We start controlling (or safety) circuit. On-state is indicated by light in
button. When the button is off is important to check:

e Position of TOTAL STOP button. Button must be released.

e All covers must be closed

2. In next step, machine must be referred. Without referring machine’s positioning
functions not work. Most important is well-referred feeder vice..
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3.2. Control Panel

Blok Blok
Block Block
Block Block
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Block with LCD, function keys and contextual keys

Blocks F1 through F14 keys are soft keys, K1 to K10 are fixed function keys with associated
functions

Block typing and moving around menus

The keys in this block allow you to jump in graphical menus, move the text block and its input
into the appropriate fields in the offers

START Button
Begin automatic/semiautomatic cycle.

STOP Button
Stop automatic/semiautomatic cycle.

Choice of operating mode machines

- Key-switch selects the mode of machine working. Switching to left selects manual mode,
- switching to the right select automatic mode. In the middle position 0 is activated service
- mode.

i Safety circuit
§ Must be turn on for machine working.

Total STOP button
i Safety button.
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3.2.1. Control Panel, Block A
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Context buttons F1,F3,F5a F7
i Contextual function keys F3, F5 and F7 keys varies according to the LCD

Context buttons F2,F4,F6a F8
i Contextual function keys F4, F6 and F8 keys varies according to the LCD.

i Context buttons F9 - F14
The function of these keys performs the appropriate function or display a second menu, which is

i Button K7 - Turn ON/OFF drive of saw band blade
{ Turn On/Off drive of saw band blade, state of drive of saw band blade is indicated by LED in upper left

i Button K2 - Saw band blade lubrication
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3.3. Control Panel, Block B
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.I i Alphanumeric buttons
i Use these buttons to enter numbers and letters.

Button block for moving in text or in graphic menu.

Jumptostart  Jumptoend  Delete Primari By this
of menu/text  of menu/text  charecter delete button is
behind character or selected all
cursor selected text.  elements in
With Shift order.
key work as
insert key.

N

3 Cursor keys
Used to move the cursor
Key FN

4 Allows you to select the alternative function of certain keys. Alternative function is the key marked with
blue text / symbol.

Key SHIFT

5 Allows you to specify an alternative text / function. Alternative function is the key marked with white
text / symbol.

Key CTRL (control)

Push CTRL and a key is triggered by the corresponding function.

7 Key ALT
Push ALT and a key s triggered by the corresponding function.

8 Key ENTER
ENTER key has the same function as the ENTER key on a PC. Use the button to confirm a value / tex

9 Key ACK
Quitting — confirmation of defects, unless the failure is confirmed not start the machine cycle.

1 O Key ESC
Escape without changes

11 Key HELP
Show help
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3.4.

3.5.
3.5.1.

Referencing the machine

Referencing consists of several consecutive steps:

1. The saw vice and feeder jaws open out. The exit vice moves from the saw band to
the end position at the belt conveyor. Then it starts to open out. When jaws of all
vices stop moving, referencing continues by step 2.

2. The saw arm starts moving slowly upward and the feeder away from the saw.

3. The saw arm moves to the top position to the reference limit detector. When the
detector triggers, the saw arm is referenced.

4. The feeder runs in the back position to the reference detector. When the detector
triggers, the feeder is referenced.

5. Ifall necessary units are referenced, a green light in the K8 key on the operator
panel lights up.

In manual mode, individual axes may be moved with even if the machine is not
referenced. However, when a certain unit runs into the end position, an error message
displays announcing that the particular unit has reached a mechanical limit detector.
This message may be verified only when the unit stands out of this detector. In practise
this means, that a reverse move needs to be induced (the unit will move off the limit
detector).

If the machine is referenced, appropriate control of the given drive will not allow
reaching these limit positions. The drive stops in so called “software limits” which are set
in service screens of the saw and the feeder.

Attention!
Non-referenced machine may not be started in automatic
mode!

Machine control

Machine modes

The machine is equipped with two basic operating modes and one adjusting mode. A
current mode of the machine may be recognised according to the position of the key

controller W O 3 Further the current mode is written in the middle of the top part
of the display. The mode is selected by the key controller in the bottom part of the
control panel.

e Left position - manual mode - All moves of the equipment may be controlled.
Individual moves are performed only as long as an appropriate button is pressed.
Releasing the button leads to an immediate stop of the move. Control is
performed with programmable buttons on the operator panel, grouped by their
functions in individual windows of the panel.
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e  Middle position - adjusting mode - In this mode, neither the hydraulic pump
nor the saw band may be started, only the saw band may be replaced in the saw
service screen.

Attention!
These operations may not be performed by operators but
only by specialised servicemen.

e Right position — automat — After turning the key to this position the machine is
ready for the automatic cycle to be started. The cycle itself is started by pressing
the START green button.

3.5.2. Manual mode

By turning the key left the manual mode is selected.

e  Feeder - buttons for operating the POD feeder and its vice (horizontal and
vertical)

e  Vices - buttons for operating the jaws of both vices
e  Feedervice - POD
e Sawvice -PSV

e  Saw - buttons for operating the POD feeder forward-backward, the feeder vice,
the ZRP saw arm, and the PSV saw vice

The machine is equipped with a step program. With this program, individual parts of
the automatic mode may be performed gradually step by step. The manual mode must
be selected with the key. After pressing the START button, the display shows a menu of
individual step sequences.

A required sequence is selected by pressing an appropriate contextual button.

F5 starts the Put up to bandsaw sequence which will feed the material to a position
ready for cutting.

e Inthefirst step, vice jaws of the saw feeder open out to the maximum opening
and the saw arm moves to the maximum top position.

e Ifonlyasingle pole is fed, the feeder grips the pole and moves it under the saw
band into the required position.

e The feeder feeds the material directly to the required dimension. If the cutting-in
dimension is set, the feeder feeds the material to this dimension.

F6 starts the Carry out from machine to VT sequence, which will discharge the
material to the exit conveyor.

F7 starts the Cutting sequence. This sequence will cut the fed material. Even in manual
mode the material parameters must be entered correctly before the cutting starts
(dimensions — material height/diameter, class).
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According to the material selected, cutting parameters are automatically loaded —
band speed, speed of feeding to depth, and pressure to depth.

Cutting parameters may be adjusted during cutting with F9-F14 buttons.

Incorrectly set material height leads to the risk of a collision of the material with
the band and its possible destruction.

Material is clamped with the saw vice (PSV).

Fast-feed of the saw arm starts downward and stops in the required height above
the material (the parameter is edited in the saw limit service screen) and changes
to the speed to depth set according to a table for the given material.

To save the band at running into the material, the soft cutting-in function may be
utilised. After parameters are set in the saw service screen (loading ramp and
coefficient of the speed to depth), the saw arm will run to the material with the
speed given by multiplying the set speed to depth with the speed to depth
coefficient. With this speed it will move above the material and up to the set travel
of the loading ramp in the material. After running the set travel, the speed will
return to the preset value. However, this value will be adjusted by a feedback of
the band pressure to the material. Example: If the set speed is 100 mm/min,
loading ramp 7 mm, and coefficient 0.5, the resultant speed with which the arm
will run to the material is 50 mm/min. As soon as the arm touches the material, the
7mm distance measuring will start. When this travel is run in the material, the
speed will return to 100 mm/min. However, this value will probably not be
reached because the pressure feedback will start taking effect. The higher value of
the pressure is set, the more the real speed will approach the set speed and vice
versa.

After finishing the cutting (triggered detector of the arm bottom position SQ76) or
setting a particular position of the offcut, the saw band stops.

Optionally offset is performed, if band offsetting is selected, saw vice is released,
material removed by the feeder, and the saw band pushed away from the
material. This selection is activated with the F11 button in the main menu screen.

Ui

v 0 Total cuts | 430

¥ Max. +| . Cuts on blade [ &0

Pressure [1¥] 1400 Cuts by shift | 437
Cyele time 0.0 x

frame position [452,0 mm|| Band running time [ 0,00 h

cutting timel 24 5 || Operating hours] 0,01 h

Class [1 & 160 rmm _ [240.0 [10°
&I &0 mm TS e

The arm moves up above the material.

The Cutting sequence is finished.
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3.5.3.

3.6.

Automatic mode

Prior to starting the operating mode it is necessary to fill in required data about the
material to be cut. These data form an order (see the description of an order form in the
screens description, chapter Orders Selection of order editing menu).

Then the saw band starts and the saw arm moves above the material (speed is edited in
the saw parameters screen — as speed in automatic mode). After reaching this position
the saw starts moving according to parameters set in the order (band speed, speed to
depth, pressure to depth). If soft cutting-in is included, the speed to depth is decreased
to a value given by the coefficient set in the saw service screen, with which it moves
along the set travel. Only then it proceeds to the speed set in the order. When
proceeding from fast-feed to the required speed, band lubrication and chip remover
are started, provided these function are included (saw service screen).

Operating mode / machine move interruption, machine

shutdown
i I Stop semisutomstic ﬂ

To finish the last step
click any free button FX

The whole machine may be immediately shut down any time with the main switch or
emergency switch. However, this is not advisable for stopping or interrupting the
operating mode. For these situations the machine is equipped with the | STOP
button. This button is universal for all types of stopping.

If an operating cycle is running, pressing the | STOP _ button will pause the cycle — see
the screen above. The display will show a help screen with various types of the
operating cycle stopping:

e By pressing the START button the cycle may be continued.

e Byrepressing the . STOP _putton the cycle immediately stops (vices will open,
the saw arm will move above the material, the band will stop). The cycle may not
be continued, a new cycle must be started.

e Correct stopping is performed, which means that individual phases of the
automatic mode are completed and only then the cycle stops. Automatic cycle
stopping is shown in the upper part of the display.
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3.7.
3.7.1.

3.7.2.

Description of control system screen

Initial screen, control panel

The same screen is shown on the display after the machine is turned on and all systems
of the cutting centre are correctly started..

Except the display view, the above-shown picture contains also all buttons of the main
control panel. Further screen descriptions will contain only contextual and functional
buttons located around the display.

F1 to F14 contextual buttons - their function changes depending on the current
activity. Only F1 and F2 have the same function in most menus:

Return button, leaving the current menu and returning to previous
one

Back to Main menu

K1 to K10 functional buttons - these have a particular function ascribed (see Control
panels and elements = Main control panel, block A).

Buttons to the right of the control panel serve for entering characters, moving within
the text and menus. Moving along individual parameters within a menu is performed
with cursor keys or the TAB key, the current object is highlighted with a black frame.
Values are entered with alphanumerical keys and confirmed with ENTER. The same key
serves for entering drop-down lists or selecting (pressing) buttons which are not
assigned to keys.

Main menu

The main menu shows basic set parameters of the machine and current order
specifications. From the main menu menus of individual logical blocks of the machine
control may be entered.

Control logical blocks:

1. Orders

2. Saw feeder
3. Vices

4. Saw
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Current values of
cutting parameters

v Omm Tatal cuts | 480 | | Cutting centre

e ¥ max. ¥ [, Cuts on blade [ 80 1 statistical data

Pressure ﬁilﬁ Cuks by shift 437

Cycle time 0.0 s

frame position |452-D mm || Band running time [ 0,00 h
Eutting tlmel 24 5 || Operating hours 0.0l h

Current order
parameters

Class [1 & [160 rom _ [240.0 [10

P A e 1] T
g e

e Displayed current cutting parameters

Saw band speed (v=>)

Speed of saw arm descending to depth )
Pressure to depth

Saw arm current position (acc. to sensors)

Cutting time (calculated time)

e  Cutting centre statistical data — the data are suitable both for the machine
utilisation statistics (number of cuts per shift, cycle time) and for service purposes
(total number of cuts, cuts per band).

e  Current order parameters

e  Entries to individual menus of control logical blocks

Main menu is a basic menu for controlling the machine, it may be entered
immediately from anywhere within the control system by pressing the F2 contextual
key, or gradually by repeated pressing the F1 key - this key serves for returning to
previous screen.

Table of contextual keys:

Key

Function and its description

Control system service parameters

Selection (change) of cutting parameters
Allows their change even during cutting (processing a set order).

Orders - entering the Selection of order editing menu (see next chapter)

Offset

Vices — entering the Vice programs menu

Saw - entering the Saw parameters menu

Material

3.7.3.  Order editing menu

By pressing the F9 contextual key, the Selection of order editing menu will be
displayed. Here the method of order processing may be selected.
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List of order
Class: IT #1180 g

F— m_
Shape: ﬂ e 1D mm
[230.0 [10 v ¥ 50 mn

[0/ 1z pos
& [Mpcs

Order name For saving:
| Zakazkana4

The Order sheet menu contains the following parameters:

Class - serves for recording the processed material class (1-10). The class number
will be used for selecting the saw control parameters.

Shape - solid or sectional, the selected class shape will be used for selecting the
saw control parameters.

Height/diameter - serves for entering the processed material height/ diameter
(acc. to the shape). The set value will be used for entering the saw control
parameters.

Height - serves for entering the processed material height. If round timber is set,
this specification is cancelled and not entered.

Required length - serves for entering the required material cutting length.

Cutting-in — indicates the length of band edge cutting-in to the material before
actual cutting. If this is a zero value, cutting-in is not performed.

Number of pieces — number of required pieces/already cut pieces.

Warning:

If adjusting an order, in which some cuts have already been
performed, or a previously processed order, the number of
already cut pieces is a non-zero value and most parameters
of the order may not be changed. To change the parameters,
the number of already cut pieces value must be set to zero

Number of poles cut at once - to be entered to the field with a pictogram of two
poles; if the parameter is higher than one, another parameter will be shown to the
right of this field, see the following point.

Max. difference in length of poles cut in bundles - indicates maximum
difference in length of poles when more poles are cut; this value must not exceed
50 mm. This parameter serves for determining the position of feeder vice clamping
at the end of the bundle.

=
Band speed ¥—#* — value for the saw cutting control, inserted automatically after
setting all three key parameters (class, shape, material height).

Speed to depth ¥ ¥ _ value for the saw cutting control, inserted automatically
after setting all three key parameters (class, shape, material height).

Pressure 1% - value for the saw cutting control, inserted automatically after
setting all three key parameters (class, shape, material height).

Total material length — parameter entered to a field below the graphic
representation of an order.

Graphic representation of an order — interactive, serves for simple optimisation
of the order, from set parameters it calculates the remains length (waste) after
cutting and number of input material poles necessary for completing the order.

Order title for saving field — equals to the title from receptures.
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3.7.4.

Table of contextual keys - Order sheet menu:

Key Function and its description

Saving an order to a file

Deleting an order selected in the Order title for saving drop-down list

Saving an order to USB

Loading an order to USB

ESC - escaping the order sheet without changes made

OK - confirming set parameters of an order and entering them to a box

Vice program menu

Setting of both vices of the saw is grouped into the "Vice programs” menu.

Selecting the vice clamping jaws (repeated pressing of F3, F4 buttons)
for manual control:

1.
2.
3.

Horizontal jaws (pictured) — moving of horizontal jaws
Vertical jaws — moving of vertical jaws

Vice program — moving of jaws acc. to the program

Volba ,program svéraku“:

Pod interaktivnimi obrazky svérakd je pro kazdy svérak rozbalovaci nabidka ve které Ize
upfesnit volbu kombinaci pohybt celisti svérakd, kterymi se bude upinat material — tzv.
Program svéraku

“Vice program” selection:

1.
2.

both vertical and horizontal jaws simultaneously

1.Ho 2.Ve - the material is clamped first by horizontal jaw(s), then by vertical jaw(s)
(graphically indicated by order numbers at the jaws)

1.Ve 2.Ho - the material is clamped first by vertical jaw(s), then by horizontal jaw(s)
(graphically indicated by order numbers at the jaws)

Horizont. — clamping by horizontal jaw(s) only (indicated by crossed vertical jaw).
This selection is pictured for all vices.

Vertikal. — clamping by vertical jaw(s) only (indicated by crossed horizontal jaws)

g

ﬁb IHDrizont.
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Table of contextual keys -Vice program menu:

Key Function and its description

Selecting vice jaws which will be moved with. Change
is made by repeated pressing F3 and indicated by a
changing pictogram.

Selection options (by repeated pressing F3):

Clamping the vice jaws. Clamping the material with
selected jaws is done by pressing and holding the
button; clamping complexion is indicated by a green
circle.

Feeder vice

Releasing the vice jaws. Releasing the material is
done by pressing and holding the button; max.
opening of the vice is indicated by a green circle (see
Figure).

Selecting the vice jaws which will be moved with.
Change is made by repeated pressing F4 and indicated
by a changing pictogram.

Clamping the vice jaws. Clamping the material with
selected jaws is done by pressing and holding the
button; clamping complexion is indicated by a green
circle.

Saw vice

Releasing the vice jaws. Releasing the material is
done by pressing and holding the button; max.
opening of the vice is indicated by a green circle.

Service of the vices - setting auxiliary times and some positions of the vices.
See chapter Descriptions of service screens.

Selection of vice control - manually / automatically. If automatic control is
selected, the saw will select e.g. 1 vertical vice and 2 horizontal vices for cutting
in bundles.

3.7.5. Machine parameters menu

Feeder move speed in =0

automatic/manual Saw band speed for
mode manual mode.
5.0 2000 Speed of saw arm
=00 move in automatic /
3.0 —= manual mode

Feeder advance to 3739 = 120

a required position

(for manual mode) Saw arm advance to a
required position

(for manual mode)

The menu parameters are distinguished according to the machine mode:

e  Machine in automatic mode — parameter marking l-
e Machine in manual mode — parameter marking [ ]

Selections of jaws control (F3, F4):
e  Horizontal jaws (pictured)

e  Vertical jaws
e \ice program —jaws moving according to a program selected
Advance of the feeder and saw arm to a required position:

If the machine is referenced and switched to manual mode, the feeder or saw arm
positions may be user-set. The setting is performed by entering the required position

and running to IE symbol.
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Table of contextual keys — Machine parameters menu:

Key Function and its description

Selecting vice jaws which will be moved with. Change
is made by repeated pressing F3 and indicated by a
changing pictogram.

Clamping the vice jaws. Clamping the material with
selected jaws is done by pressing and holding the

Controlling the button; (F3, or a drop-down menu below the vice
feeder vice graphics); clamping complexion is indicated by a green
circle.

Releasing the vice jaws. Releasing the material is
done by pressing and holding the button; max.
opening of the vice is indicated by a green circle (see
Figure).

Button for feeder moving — backward

In manual mode, the button allows feeder moving in
Controlling the selected speed.

feeder moving

Button for feeder moving - forward
In manual mode, the button allows feeder moving in
selected speed.

Selecting vice jaws which will be moved with. Change
is made by repeated pressing F4 and indicated by a
changing pictogram.

Clamping the vice jaws. Clamping the material with

Controlling the selected jaws is done by pressing and holding the
fixed saw vice button; clamping complexion is indicated by a green
circle.

Releasing the vice jaws. Releasing the material is
done by pressing and holding the button; max.
opening of the vice is indicated by a green circle.

Button for saw arm moving - downward
In manual mode, the button allows saw arm moving in

Controlling the set speed.

saw arm moving

Button for saw arm moving — upward
In manual mode, the button allows saw arm moving.

Saw service — detailed setting of the saw parameters.
See chapter Descriptions of service screens.

Starting the saw band drive
In manual mode, the F14 button will start the saw band drive.

3.8. Descriptions of service menus

Warning!

Values in these menus are set by the manufacturer with respect
to the best and most efficient functioning of the machine
possible. Incompetent changes may cause incorrect functioning
of the saw and its peripheries.

3.8.1. Basic service menu - ,System service”

System sarvice

Class
data

Syskem
alarm

Archive
alarm

Machine
param.

49




3.8.2.

This menu is accessible via the F2 contextual key from the “Main menu”, see chapter
“Main menu”.

Table of contextual keys - “Servis systému” (System service) menu:

Key

Function and its description
System language selection
System language selection

Data tfid (Classes data) menu - table of cutting parameters for 10 classes, from
dimensional parameters and shapes (sectional, solid)

Systém Alarm menu - table of system error messages

Archiv alarm - archived error messages on MMC card

Classes data menu

This menu includes libraries of cutting parameters (band speed, speed to depth,
pressure to depth) for individual dimensions and shapes. Upon values from these
libraries cutting parameters are selected during processing orders (see chapter Order
entering —~Order menu).

Basic libraries are preset by the manufacturer. A library consists of 20 classes for a
sectional material and 20 classes for a solid material. One half of each group is intended
for a bimetal band, the other half for a hard-metal band. Eight classes for each band and
material are occupied by data preset by the manufacturer, last 2 classes are free for
specific user-setting of the saw.

The cutting parmeters are set for a material width interval (in millimetres).

If these parameters are entered in the settings, they are further multiplied by
coefficients (e.g. softness to depth).

The system enables fine adjustments of the cutting parameters according to materials
used by the machine user and their consequent saving to memory.

The classes are saved to the control system memory. To the operator panel memory the
classes are saved individually, not as a complex. They are open in the same way to a
number of currently displayed class. Complete records of classes saved in the operator
panel memory may be exported from/imported to USB.

Table of contextual keys::

Key

Function and its description

Changing the class - upward
The class change is made by repeated pressing the F2 key.

Changing the class - downward
The class change is made by repeated pressing the F4 key.

Changing the material shape
Selection of the material shape - solid / sectional
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3.8.3.

3.8.4.

Key Function and its description
Saving the class
. Pressing F9 saves the class under the name entered to the drop-down list on the

right.

Deleting the class
The class selected in the drop-down list is deleted.

System alarm and Archiv alarm

The System alarm menu contains a list of system error messages.

$ |7o0zz  |10:15:22 |15.9.2009
Importowvani sprawy ugivatel’ spuskéno,

% [zo0053 [10:15:22 [15.9.2009
Import datowych w&t zahajen.

¢ [7o037  [10:14:1z [15.9.2009
Elektronicka posta nemohla byt odeslana.

The Archiv alarm (Failure history) menu contains a list of all error messages occurred.

Each error message has its own identification number; date, time and the error message
itself are recorded.

System alarm and Archiv alarm are intended especially for diagnostic and service
purposes.

Machine parameters

|
Parameter | alue | LAl
PoD Rwvchlost AUTO 5|
POD Reyvchlost AR 3
POD length of jaws 260
PO min grip =0
PO ofsek laser pod Z70| W
| Ready
v & air
(= x USB _ USB mo g

In this menu, settings libraries may be created, saved (to the machine memory as well
as to USB) and deleted.

The table contains all machine parameters that are set in individual menus of the
machine control.

The parameters table may be backed-up as a formulation in the operator panel or
loaded to a USB disc in CSV format. This enables to set the whole machine immediately
(F13 button). Other sets of service parameters may be created and titled with own
names. Thus the machine may be immediately set according to a required set of
parameters.

Table of contextual keys:

Key | Function and its description

. | Saving the setting - saving a set of service parameters to the operator panel
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Key Function and its description
Deleting the setting — deleting a selected library

Saving the setting to USB
Saving service parameters to USB (backing-up)

Loading the settings to USB
Saving a settings library to the operator panel under an entered name

Recording a selected set of parameters to the control system

Reading service parameters from the control system. The parameters may be
then saved to the operator panel under different names.

3.8.5. Saw feeder service menu

Softwarové limity

T [ Wi i 600

Poloha ref. spinace

Délka celisti svéraku (h.)

Vzdalenosti optozavor
(1,2,3)

L Crmarnic:

I D OI"IO

e  Software limits - if the machine is correctly referenced, then these values mean
min. and max. positions which the feeder can reach. The feeder will always stop at
these limits.

e Reference detector position — indicates the length which the feeder travels
before it is registered by the reference detector. It is a distance from the saw band
up to the reference point (the detector position).

e Jaw length - the length of feeder vice horizontal jaws.

¢  Minimum clamping length of material - in the above picture the min. length of
the material, which the feeder vice may clamp, is set to 50 mm. When cutting the
material is being finished, the feeder clamps the material end in such a way so that
itis clamped in the set length.

e Distance of optical latches from certain points of the feeder - the following
two distances are important:

1. Distance of the latch from the saw band (fixed detector)

2. Distance of the feeder latch from the front edge of the feeder vice (the
detector moves together with the feeder)

Table of contextual keys -FEEDER Service menu:

Key Function and its description

Selecting running the feeder to a position
In manual mode this allows to set a distance to which the feeder shall move.

Referencing the feeder
Only the feeder may be referenced by pressing the button.
- After pressing the F13 button the feeder will move to this position.
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3.8.6. Vices service menu
Vices parameters are divided to two columns:
e forfeeder vice (FEEDER)
e forsaw vice (PSV)

P Fields of values for a certain vice are of the same colour. The following table contains
a description of possible service parameters of the machine vices. If not stated
otherwise, the parameters may be entered for each vice.

Sarvice - Vices

Feeder PSY

Pressure sensor filker[s] -

Hariz, bounce [s] - -

Yert, bounce [5] - -
Mazx, hotiz.kime[s] - -
Maz, wett time [s]- -

Parameter Description

Pressure gauge filter In seconds
Is] datg When the material is clamped by the vice, the pressure gauge must be

triggered for this set time. Only then further steps may follow.

In seconds; if gradual clamping of jaws is selected, this period will
determine the time in which the second jaw starts clamping.

At zero value, the second jaw starts clamping after the first one is
Delay [s] clamped.

If the delay value is entered, the second jaw does not wait for the first
one to finish its clamping, but starts clamping the material after this
period has passed. The delay parameter may accelerate clamping.

In seconds
Indicates the material releasing time.

The system does not wait for complete release of the vice, but the
Vertical offset [s] material is considered to be released in the time specified by these
parameters.

Horizontal offset [s]

Max. time horizontal - In seconds

[s] Guard time

If opening of particular vice jaws (to the max. or required distance)
Max. time vertical [s] : takes longer than specified by these two parameters, a failure is
announced.

3.8.7. Saw service setting -Service Bandsaw menu

E

Service - Sandsan ﬂ

,-_I_; 050 mam Icut off - urn off ;I
IEmuIsion vI

- Ramp Stark up I 0 mm
Ratio speed to cut | 1 %

Delay of Hydr, sw. OFF | 20 %

The “Service Bandsaw” menu contains a list of operations which should be included in
the machine operating cycle. Individual operations may be turned on/off, and for
turned-on operations basic parameters may be specified.
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Parameter

Description

Band deflection

The switch turns on/off the usage of saw band deflection
control.

A field for the maximum deflection value.

A drop-down list for selecting an activity to be performed if
the deflection is bigger than the specified maximum
deflection.

Band lubrication
-

o

The switch turns on/off band lubrication during cutting.

A required method of band lubrication may be selected from a
drop-down list (according to selected accessories):

1. Without lubrication
2. Micronization

3. With an emulsion

Chip remover

-

The switch turns on/off the chip remover.

Hold with vice

i

The material will be held by the POD vice during cutting.

Loading ramp
+
Coefficient of

Due to the reduction of the saw band wear the Loading ramp
and Coefficient of speed to depth parameters are set.

When the band touches the material, it runs along a travel
specified by the Loading ramp parameter with speed
multiplied by the Coefficient of speed to depth parameter.

speed to depth If the Loading ramp is zero-value, the saw runs to the material
without speed correction, or the running is performed as set in

orders.

Table of contextual keys - Service — bandsaw setting

Key Function and its description

Entry to Servis Analog menu (see chapter Service - analog inputs
calibration)

Entry to Band replacement menu (see chapter Service — Band
replacement)

3.8.8. Service - analog inputs calibration
Sarvice - Anaiogue cailtration &.saw
Sensor of blade deviation  Sensor of blade deflection
Einary skate 10816 30585
Ratio i 0,009000
Qukpuk value -0.539534 1.12z009
Maz, dewviation + 0.145775 1.140015
Maix. deviation - -0.606000 -0.691936
Filter setting
Samples Gty 20 20
Period duration 20 I
Feset Feset
Screen with diagnostic information, displayed data serve especially for expert service of
the machine.
The displayed values are constantly updated from detectors and most values may not
be set or changed by any means. Only the coefficient and parameters of filters may be
set.
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3.8.9. Service - Saw limits setting menu

Basic software values —

References - 2

required position — 9

Band ON/OFF Service - Sat up Mmit of andsaw ﬂ
Saw position - 3 1
+4a0¢
Run above mat. - 4
+451.9
Offcut -5 452
Saw band width - 7 -3 l13asic software values -
+10.0

Signal of machine
referencing 2,00 Arm move to a
complexion - 8

I 500 | [+120.0

Parameter Description
: In millimetres

Basic software
values of positions

Max. and min. positions of the arm

If the machine is correctly referenced, these values are never
exceeded.

2
References

In millimetres
Reference point position

Distance of the saw band bottom part from the table board
(measured at the fixed jaw of the saw vice).

3
Saw position

Directory current position of the saw arm

4

Run above
material

In millimetres

Value showing how high the saw band runs above the material in
fast-feed.

Offcut

In millimetres
It is desirable for this value to be as high as possible.
The value is limited by “Basic software values” setting.

The offcut value is guarded by a detector and depends also on
the clamped material width.

Attention! The value must be negative.

If the change-over switch is on the left, the band will start neither
in automatic nor semiautomatic modes.

The function serves for testing the pressure regulation.

For normal operation the switch must be turned-on - position
right

Saw band width

Saw band width for calculations in automatic mode.
Affects accuracy.
The entered value must be checked at band replacement!

8
Signal of machine
referencing
complexion

Signalisation whether the machine is referenced.

9
Arm moving

If the machine is referenced, it will set cutting speed for manual
mode and will move the saw arm to the value entered.

3.8.10. Service - Band replacement, DEBLOCK

The service menu for the band replacement is the only point in the control system
where the “Number of cuts per band” statistic value may be deleted”. This value is
displayed also in the “Main menu” screen.

This value is an important parameter for the band saw service because the saw band
condition directly affects cutting properties and quality of cuts.

55



| Service - Blads saw repiacemant

~ =

Parameter for bladesaw run in
Cutting Qty | 0|
Ratio speed to cut I 1
Cutting Qty on blade I 80

o i’ —

¥

More information on the band run-in may be obtained from your saw bands supplier or
in chapter 2, subchapter Saw band and its replacement.

Parameters for the band run-in:

Number of cuts - indicates how many cuts shall be performed within new saw band
run-in. If the value is zero, the band run-in is not performed.

Coefficient of speed to depth — indicates by which coefficient the currently selected
band speed shall be multiplied. In the above picture, the coefficient is 0.5 which means
that within the entered number of cuts during run-in the band will move with half
speed entered.

Table of contextual keys - Service, band replacement:
Key Function and its description
Arm moving upward

RESET - resetting the number of cuts per band. This options is strongly
. recommended to be performed always and only after the saw band

replacement.

DEBLOCK mode

A special mode of the saw in which service operations are possible to be
performed on the machine even if the machine is turned on. More information
follows.

Deblock:

e By pressing the F14 key the deblock mode is activated, which is indicated by a
bold report on LCD and a flashing icon above the F14 key.

e Inthis mode neither the saw nor its peripheries may be used by any means!
Only the arm may be moved upward.

e Onlyin the deblock mode the functional control elements for loosening /
tightening the band are located on the saw arm (at the right drive-wheel).

e  The deblock mode is finished by repressing the F14 key.
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3.9.

3.10.1.

3.10.2.

3.10.3.

Brush setting

The brush influence the cutting power, lifetime of the saw band, circular wheels,
hardmetal guides and precision of the cutting. Replace the brush each shift.

1. Release the tightening bolt of the brush so the brush can be moved

2. Set the brush to the saw band. Ends of the brush bristles should not touch the saw.
band teeth.

3. Tighten the bolt. @

Material insertion
e  Never walk under a suspended load!
e Never climb onto the gravity-roller conveyor!

e Do not hold the material for clamping material to the vice! The vice can cause
injury!

Handling agent selection
e  Use the strong handling agents to lift and transfer the material!

e  Handle with the material only with the lift truck or use the suspension strands and
the crane!

e Do not use the lift truck or crane in case that you do not have the license to handle
with it!

Insertion

Insert material to the vice and ensure that the material cannot move in the vice or fall
from the vice after the clamping. If you cut long pieces of the material (for example rod,
tube), you must use the roller conveyors for material shifting to the band saw. Contact
Bomar for more information about roller conveyors

Make sure the conveyor is long enough and the material cannot tip off the conveyor.

Be especially careful with round materials that it always stays on two vertical
rollers and that it cannot fall off the conveyor!

Bundle material cutting

If you want to cut the material in the bundle, there are suggestions for the positioning
of bundles

Round material bundle: Take care especially with round material that the bars are put
according to the picture. If the bars are put differently, you may have problems with
movement.

Always weld the material at the rear end of the bundle to secure it from moving.

Before welding always, switch the machine off at the main switch! The magnetic fields,
which often occur during welding, may damage the controls!

Square material bundle:

Attention:

Not all material shapes are suitable for bundle cuts. Keep the
recommendation of your supplier of the saw bands for material
insertion to the bundle.
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4.1.

4.2.
4.2.1.

Check and maintenance

For the smooth and safe operating the machine must be checked and if necessary
repair the different parts of the machine.

Attention:
I tis necessary that the maintenance of the machines to
ensure all conditions under the chapter Safety instructions
for maintenance and repairs.
e Regularly check the tension of the saw blade
e  Regularly check your settings, running a band saw
e  Checkregularly pump function
e  quality cut material ensures that the correct coolant level

e  Regularly lubricate important machine parts, see chapter Lubrication.

e  Before beginning work on a machine to check and maintain proper levels of
hydraulic oil

e  Check the condition of hydraulic hoses. Service life of hydraulic hose is influenced
by many factors including: the environment in which they are used, how big is the
pressure of hydraulic oil, if the operation bends, etc. It is recommended to check
the status of hydraulic hose, and after six years replace old hose with new

e  Ensure correct functionality of the laser gates. Do not let their proximity to
accumulate dirt, chips, after sawing, etc.

e after the end of each shift, clean machine, pay particular attention to:
e  cleaning of coolant

e  cleansing of impurities captured on the machine

Saw band dismantling and installation

Saw band dismantling

1. Turn key switch into position "0"

2. Switch saw into DEBLOCK mode — Main memu = Saw [F13] = Service [FO9] = v In

service munu choose ,Saw band replacement” [F13] = then choose Deblock [F14].

Service - Blscle saw replscement ﬂ
Operating switched on

£

WARNING !!!!
iu are on DEBLOCK MODE FOR BLADE CHANGE ONL'

OPERATING IS POSSIBLE ONLY STRETCHING AND RELEAS

RESET DEBLOCK

3. OnLCDis displayed message ,DEBLOCK is active”. In this mode is possible to open
safety covers and control element for saw band tension is active (control element
is palced on left side of saw arm).

4. Remove sensor for displacement of saw band.
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Loose saw band blade with buttons.
Remove the saw band on both guide wheels.

Po stadhnuti pasu z kol vytdhnéte opatrné pilovy pas z vodicich kostek, tak ze
roztadhnéte tvrdokovy — otacenim imbusovym klicem M8 doprava se pas povoli. Po
stahnuti pasu z obéznych kol vytdhnéte opatrné pilovy pas z vodicich kostek

4.2.2, Saw band installation
1.

Prior to installation, clean all track wheels, guide cubes and inner side of the arm
thoroughly of all traces of chips and dirt. Keep in mind the teeth direction when
installing the saw band.

2. Insert new saw band in the guide cubes. Make sure the saw band runs between
both guide rollers and it is pushed all the way to the top.

3. Put the saw band on both guide wheels. Make sure that the saw band ridge fits
tightly to the wheel rim. Then push the saw band as far back as possible.

4. Stretch the saw band by means of the screw, that the band did not falls from
wheels.

5. Install yellow protective cover of the band.

6.  Move the brush to the saw band. Tighten the securing screw.

7. Close the covers of both driving wheels.

8. Saw band installation is finished.

4.3, Saw band stretching and inspection

Right saw band stretching is one of the most important criteria’s, which influents
accuracy and saw band service life. Stretch the saw bands according to the selected
saw band and the band saw. Keep the recommendation of your manufacturer.

4.3.1. Saw band stretching

Switch on the hydraulic aggregate after the saw band installation check the saw
band stretching on the manometer (arrow 1).
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e Use the screw (arrow 2) to stretch the saw band until it is stretched to the
recommended value.

4.3.2. Saw band inspection
Check the saw band in the guiding cubes and on the wheels
1. Check, if the saw band is right in the guiding cubes..

2. Switch on the saw band drive and then after 10 seconds switch off saw band drive.
If the saw band drive is not possible to switch on, set the limit switch of the saw
band stretching.

3. Switch off the main switch.

4. Open cover(s) of the wheels and check position of the saw band on the both
wheels..

e [fthe distance between backside of the saw band and the offset wheel is 1 mm,
setting is right..

e [fthe distance is bigger than 1 mm, or the saw band is on the offset of the wheel,
set the saw band.

5. Close cover of the saw band.

4.3.3. Saw band run setting

Saw band run is set with screw (arrow) in the stretching cube on the saw arm. Right
distance rear part of the saw band from wheel rimis 1 - 3 mm.

e Turn with the screw to the right, the saw band is closer to the stretching wheel
rim.

e Turn with the screw to the left, the saw band is far from the stretching wheel rim
Check saw band run adjustment again.

4.3.4. Adjusting of the limit switch of the saw band stretching

After the saw band is replaced, the saw band stretching must be checked. If the limit
switch is not adjusted correctly, the band is stretched too little or too much.

e Tighten the saw band by means of the TENZOMAT on the optimal value (table is
on the Tenzomat).

e [fthe drive engine is switched on, but it is not running, turn with the screw
clockwise, until the engine begins run.

e Ifthe drive engine is possible switched on, turn with the screw anticlockwise, until
the engine is stopped and then turn with the screw clockwise, until the engine
begins run.

63




4.4.

agent will deteriorate due to:

The quality of the cooling

use of contaminated water
impurity

outside oil contamination
(hydraulics, gears)

high operating temperatures
lack of air circulation

wrong concentration

Cooling agents and chips disposal

If the solution is too weak:

. corrosion protection is .

diminished

. lubrication decreases

. microbial attack is more likely

If the solution is too strong:

the cooling ability is decreased
foam behaviour increases
emulsions stability deteriorates

sticky residue develops

4.4.1. Coolant device inspection
The state of the cooling agent has significant influence on the cutting quality and on
the operational life of the machine. Lifetime of the cooling liquid is 1 year, after this time
we recommend change the cooling liquid. This time is dependent on the degree of
pollution cooling liquid (especially with oils) and on the other factors.
Check level of the cooling liquid and function of the pump periodically!
Note:
If the state of the cooling liquid is not satisfactory, the cooling
liquid must be changed.
Check the state of the cooling agent according to the following table:
Testing Interval Method Condition Precaution
. ) ) after concentration check, refill
Liquid level daily visually too low h )
with water or emulsion
. ) refractometer too high refill water
Concentration daily ) . .
densimeter too low refill base emulsion
Smell daily by sense of smell unpleasant smell good ventilation, add biocides
or renew coolant
surface cleaning, fix leaks, add
Contamination dail by sense of smell visible oil leaks, biocides or fungicides, or
Y Y sludge fungi coolant renewal after added
system cleanser*
. visually NN . test stability, if necessary —
Corrosion- when . insufficient corrosion @ . ;
. chip test } increase concentration or pH
protection necessary protection |
Herbert-test value
Stability when refractometer oiling add concentrate, enquiries to
necessary supplier
. when ) too much foam, foam : avoid aeration, increase water
Foam reaction shaking test X o
necessary disperses too slowly hardness, ix with defoamer

4.4.2.

* According to manufacturers’ instructions

Chips disposal

Chips resulting from cutting operations must be disposed of in accordance with the

relevant regulations.

e  Letthe chips drip excess fluid!.

e  Filla watertight container with the chips! Be careful that the container does not
leak, because even after a long dripping time, they still contain coolant residue.

e Place the container into the care of a disposal company equipped for the disposal of
chips contaminated with cooling liquid. In case the machine is equipped with micro-
spray installation, the chips must also be handed over to a disposal company.
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4.5, Hydraulic, Greases and oils

4.5.1. Gearbox oils

In gearboxes, oil is used for the whole lifetime of the gearbox. We recommend
replacing of the filling oil in case of repair.

Use oils with specification DIN 51517 in the gearboxes. Select the viscosity grade 1SO VG
according to the original oil fill.

Attention:

When replacing, use oils recommended by BOMAR or oils, which
has comparable parameters from the other manufacturers.

Do not forget, that mineral and synthetic oils must not be
mixed!

Recommended oils and quantity according to the type of the band saw

Band saw Gearbox oil Capacity
Performance 460 Shell Tivela S 320 331
Swarf conveyor Shell Tivela S 320 0,075 1
Comparative table of the gearbox oils
Viscosity grade
Manufacturer
ISO VG 100 ISO VG 220 ISO VG 320
BP Energol GR-XP 100 Energol GR-XP 220 Energol GR-XP 320
Alpha SP 100 Alpha SP 220
Castrol
Alpha MW 100 Alpha MW 220
Reductelf SP 220
EIf Reductelf SP 100 Reductelf SP 320
Reductelf Synthese 220
Esso Spartan EP 100 Spartan EP 220 Spartan EP 320
. ) Mobilgear SHC 220 )
Mobil Mobilgear 627 . Mobilgear 632
Mobilgear 630
omv PG 220
Paramo PP 7 Paramo CLP 220 Paramo CLP 320
Shell Omala 220 Shell Omala 320
Shell Shell Omala 100
Shell Tivela S 220 Shell Tivela S 320
Total Carter EP 100 Carter EP 220 Carter EP 320

4.5.2. Lubricant greases

We recommend using lithium based saponified grease, class NGLI-2 for lubrication.
Different greases are mixable, if their oil bases and consistence type are identical.

Comparative table of the lubricant greases:

Manufacturer Type of the lubricant grease
BP Energrease LS - EP
DEA Paragon EP1
FETT EGL 3144
Esso Beacon EP 1
Beacon EP 2
FINA FINA LICAL M12
Microlube GBO
Kluber Staburags NBUSEP
Isoflex Spezial
Optimol Optimol Longtime PD 0, PD1, PD2
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Manufacturer Type of the lubricant grease
Shell Aseol AG ASEOL Litea EP 806-077
Texaco Multifak EP1

4.5.3. Lubrication

There are several placing on the machine, which are necessary to grease periodically. It
secures the right function of the machine.

Lubrication place Lubrication

Saw arm lifting
—i |

lubricate with grease once a
three months (see chapter
Lubricant greases). Use 1-3g
grease on the every carriage of
the linear guiding. Use the
grease gun to the lubrication.
Drive 3-5 times whole line of
the linear guiding during
lubrication.

lubricate with grease once a
three months (see chapter
Lubricant greases). Use 1-3g
grease on the every carriage of
the linear guiding. Use the
grease gun to the lubrication.
Drive 3-5 times whole line of
the linear guiding during
lubrication.

lubricate with grease once a
three months (see chapter
Lubricant greases). Use 1-3g
grease on the every carriage of
the linear guiding. Use the
grease gun to the lubrication.
Drive 3-5 times whole line of
the linear guiding during
lubrication.
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Horizontal guiding of feeding vice

1X per month grease

lubricate with grease once a
three months (see chapter
Lubricant greases). Use 1-3g
grease on the every carriage of
the linear guiding. Use the
grease gun to the lubrication.
Drive 3-5 times whole line of
the linear guiding during
lubrication.

lubricate with grease once a
three months (see chapter
Lubricant greases). Use 1-3g
grease on the every carriage of
the linear guiding. Use the
grease gun to the lubrication.
Drive 3-5 times whole line of
the linear guiding during
lubrication.
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4.5.4. Hydraulic oils

Replace the hydraulic oil once in 2 years, because the oil can deteriorate its properties
and cause problems the hydraulic equipment. If the hydraulic system is equipped with
filter (2SF 56/48-0,063), replace the filter too.

Use oils with specification DIN 51524-HLP, ISO 6743-4 and viscosity grade 1SO VG 46 in
hydraulic aggregates. Hydraulic oils quantity — see chapter Hydraulic oil level check.

Note:

When replacing, use oils recommended by BOMAR or oils, which
has comparable parameters from the other manufacturers. Do
not forget, that mineral and synthetic oils may not be mixed!

Comparative table of the hydraulic oils

Manufacturer Type Manufacturer Type
Agip 0Oso 46 Ina Hidraol 46 HD
Aral Vitam GF 46 Kliber Lamora HLP 46
Avia Avilub RSL 46 Hungary Hidrokomol P 46
Benzina OH-HM 46 Mobil Mobil DTE 25
BP Energol HLP 46 Omv HLP 46
Bulgaria MX-M/46 Poland Hydrol 30
Castrol Hyspin AWS 46 Rumania H 46 EP
Cepro Mogul HM 46 Russia IGP 30
DEA Astron HLP 4hy6 Shell Tellus Oil 46
EIf Elfolna 46 Sun Sunvis 846 WR
Esso Nuto H 46 Texaco Rando HD B 46
Fam HD 5040 Valvoline Ultramax AW 46
Fina Hydran 46

4.5.5. Hydraulic oil level check

Pull up the gauge and check the state of the oil. The oil level must be situated between
water-glas.

Saw Performance 460 has hydraulic agregat placed in rear of saw stand.

The hydraulic system is necessary to regularly check the oil. If you need - oil level in the
measure is outside the desired interval - add hydraulic oil.

Pfi doplhovéni oleje vzdy pouzivejte filtr (10 um nebo lepsim). Zabranite tim vniknuti
necistot do hydraulického systému a jeho poruchdm.
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4.6.

Hydraulic equipment

saw hydraulic unit (bottom cover is removed)

detail aggregates to gauge the level of hydro. oils

Machine cleaning

Clean the machine from the cooling liquid and impurities after every shift stopping.
Conserve the guiding surfaces, mainly.

e  Clamping jaws guiding of the vice.
e  The guiding of the feeder.

e loading surface of the vice.
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5. Troubleshooting







#

1.

2.

3.

5.1.

Problem

Mechanical problems

Possible causes

- Wrongly adjusted hard metal guides.
- Worn hard metal guides.

- Wrongly adjusted cubes of the saw
band guiding.

- Worn bearings of the saw band guiding.

- Wrongly adjusted swarf brush.

- Worn swarf brush.

- Insufficient saw band stretching.

Slanting cut

- Wrongly chosen tooth system of the
saw band.

- Worn saw band.
- Wrongly balanced roller conveyor.

- Dirty feeding board.

- Guiding arm and guiding cube are
loosened.

- Guiding arm and cube are too far from
the material.

- Too fast cutting rate.

- Unexpected oscillation in material
quality.

- Securing lever is loosened.

- Setangle does not match the cut angle.

The cut is not cut

upon desired angle -

Insufficient saw band stretching.

- Guiding arm and guiding cube are
loosened.

- Dirt between material and clamping
jaw.

- Insufficient saw band stretching.

- Worn swarf brush.

- Wrongly adjusted swarf brush.

Short lifetime of the

saw band

- Qver stretched saw band

- Wrongly adjusted hard metal guides.

- Worn hard metal guides of the saw
band.

Repair

Set according to the chapter ,Servicing and
adjustment”

Replace to the chapter ,Worn pieces
replacement”

Set according to the chapter ,Servicing and
adjustment”

Replace according to the chapter ,Worn pieces
replacement”

Set according to the chapter ,Servicing and
adjustment”

Replace according to the chapter ,Worn pieces
replacement”

Rise the saw band stretching and set the limit
switch.

Replace the saw band and keep the instructions
of manufacturer on new saw band choice.

Replace the saw band.
Set the roller conveyor.

Cleanse the feeding board from debris, chip and
residue material.

Clamp the guiding arm.

Set the guiding cube to the material.

Lower the material feeding speed.

Set the cut and feeding speed to the relevant
material.

Check the securing lever efficiency and carry out
its adjustment according to chapter ,Servicing
and adjustment”.

Check the angle adjustment with a protractor
and possibly set it according to chapter ,Servicing
and adjustment”.

Stretch the saw band and set the limit switch
according to chapter ,Servicing and adjustment”.

Fasten the guiding arm and the cube.

Cleanse the material and mating jaw.

Raise the tightening of the saw band set the
scanner of saw band tightening according to
chapter ,Servicing and adjustment”.

Check the swarf brush condition and replace it in
case of excessive use as described in chapter
,Worn pieces replacement”

Check swarf brush adjustment, set it according to
chapter ,Servicing and adjustment”

Lower stretching of the saw band and set the
limit switch of the saw band stretching according
to chapter ,Servicing and adjustment”

Check the adjustment of the hard metal guides
and carry out adjustment as described in chapter
,Servicing and adjustment”

Check the condition of the hard metal guide and
if it is too worn, replace hard metal guides
according to chapter ,Worn pieces replacement”
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Problem

4. Insufficient cut
output.

5. The cutis not finished.

6. By chokeisnot
possible turn

7. Saw band drive
cannot be started.

8.  The saw bands are
cracked.

9. Damage tooth system
of the saw band

The saw is cut
downing.

11.  Cleansing of the saw
band is not functional.

Possible causes

Worn saw band guide bearings.

Wrongly adjusted guiding cubes of the
saw band.

Wrongly adjusted down feed and saw
band speed.

Different material quality.

Low-class saw band

Wrongly chosen saw band tooth
system.

Wrongly adjusted tracking.

Worn saw band.

Wrong saw band tooth system.

Wrongly set down feed and speed of a
saw band.

Wrongly adjusted lower stop point of
the saw frame.

Stop point surface is messed-up.

Metal clamps between valve and panel.

Metal clams are in body of valve.

Pressure switch is adjusted wrong.

Pressure switch is defective.

In stretching wheel is wrong adjusting
geometry.

Hard metal plates of circuit saw band
are not adjusting.

Guiding cubes are not adjusting
(bearings + hard metal circuit)

Bearings of guiding cubes are used
(rolling elements are damaged or
outside ring of bearing has conical
form).

In gripping the lifting cylinder is
backlash.

Squeezed pin upper or downer holder
of the lifting cylinder.

Geometry of hardmetal guiding cubes is
wrong adjusted.

Bearings of guiding cubes are used.
Elastic wheel of the brush drive is worn-
down.

Knurling of the driving wheel is worn-
down.

The shaft of the brush drive is rusted.

Repair

Check guiding bearings and if you notice some
sort of excessive damage, replace them
according to chapter,Worn pieces replacement”

Set guiding cube according to chapter ,Servicing
and adjustment”

Adjust the feeding and speed of a saw band
according to values published by saw band
manufacturer.

Adjust feeding and speed of a saw band
according to desired material (try cut-test).

Replace the saw band (contact your local
accessory supplier for more information)

Replace the saw band and keep instructions of
the manufacturer on the choice.

Check the space between top of a saw band and
driving wheel. Perhaps adjust the tracking as
described in chapter ,Servicing and adjustment”

Replace the saw band and keep instructions of
the manufacturer on the choice.

Replace the saw band and keep instructions of
the manufacturer on the choice.

Set feed and speed of a saw band according to
values published by saw band manufacturer.

Check lower limit switch and screw.

Cleanse stop point surface of the limit switch
from debris and residue material.

Clamps must be removed and put on the shaft O-
Ring about 10x2 mm.

Valve must be cleared or changed.

Set the pressure switch according to chapter
,Servicing and adjustment”

Replace defective parts of the pressure switch.

Adjust distance band from recess wheel c2 mm
according to operating instructions.

Hard metal plates of circuit saw band must be
adjusting according to operating instructions.

Guiding cubes must be adjusting (bearings +
hard metal circuit) according to operating
instructions.

Bearings of guiding cubes must be replaced.
Bearings must be adjusting according to
operating instructions.

Exchange complete upper or downer holder of
lifting cylinder.
Hardmetal guiding cubes must be adjusted.

Bearings of guiding cubes must be replaced.

Elastic wheel of the brush must be changed.

Driving wheel must be changed.

The shaft of the brush must be cleaned and oiled.
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#

12. The saw arm - Backslash in driving wheel lodgement  Change the driving shaft for a long one, new
- ! on the shaft. bearings, distance ring, new driving wheel, spring,
E‘a\eljlrgjrlifwagyi/i‘::ij:?his two covers on the forehead of the shaft + screws.

cause short lifetime of
the saw band.

5.2. Electric and hydraulic problems

1. Machine is not - Insocketis not voltage Line voltage must be checked.
- Limit switch of saw band stretching, Check of saw band stretching and covers closing.
cover of frame or cover of saw band is
not started.
- In hydraulic (pneumatic) ring is error. Function of magnetic valve must be checked,
HYTOS (BOSCH) is not acting to frame ~ valve must be closed, voltage of clamps and
uplift. inductor must be checked.
The indicator of speed - Sensor of speed is not adjusted. Sensor of speed must be adjusted.
sovbind o pecivedgey  Tedsymutbechnged
functional. .
- Wrong sensor — diode of indicator Sensor must be changed and adjusted.

speed is not light.

The hydraulic Auxiliary contact on thermo-relay FAT is  Replace the defective contact on motor starter
aggregate cannot be defective. FAT.

started

Cooling is not active Lack of cooling agent. Fill the tank with cooling agent.

- Input hosepipe is broken or obstructed.  Check the cooling circuit and perhaps cleanse
cooling system.

- Cooling pump is defective. Replace the cooling pump.
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5. Schémata/
Schemas /
Schematics
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