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SPECIFICATIONS

Model H330M
Cutting capacity at 90 degrees
Blade speeds

Bandwheel dicmeter

Saw blade size

Motor

Electrical suppiy

Gross welght
Total height
Total width

Total depth

Inctuding Stock Stop Attachment
And Infeed Roller Stock Table

Q
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Variable Speed, Manual, Horizontal
Bandsawing Mochinw
330mm, 13" Dia.

457mm x 152m b

16.5- 93 m/min.
54 - 305 ft/min.

404mm, 156"

3810 X 1.imm
150" x 1. 042"

1.5@., 1425r.p.m.
4 it 3 phase 50Hz.
415 volt 3 phose 50Hz.
g, 968lbs.
Omm, 46*
1930mm, 76"
665mm, 26174

1300mm, 511/4"
2030mm, 80"

: All dimenslons are approxirmate.

%
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HEALTH & SAFETY

Ensure that you fully understand this instruction manual and have recieved sufficient fraining in

the use of this machine and the particular safety precautions to be obsw
Persons under the age of 18 years should not operate this machine ept under supervision

during a course of training.

BEFORE OPERATING THIS MACHINE ENSURE THAT:

All guards and fences are securely fitted and correctly set in ange with the current
Reguiations.

Tooling Is of correct type, securely fastenad, sharp and di

of rotafion Is appropriate.
Correct spindie speed and feed Is selected (for the cu enf).
Loose clothing is either removed or fastened and je moved.
Suitable jigs and push sticks are available for use appropriate.

The working area is clean and unobstructed.

Extraction equipment is switched on, properly ad and working efficiently.
Suitable protective equipment is availa f:’ oggles, ear defenders and dust mask.
WHEN SETTING, CLEANING AND MA G THIS MACHINE:

IN
Ensure all moving parts of the mac tHonary before setting, cleaning or making any
adjustments.

Report immediately, to a person narity, any machine malfunction or operator hazard.
Do not aitempt to repalr the machine unless competent to do so.

The electrical equipment s installed and used in accordance with the instructions
contained in this manual. ar)inspection and safety tests must be undertaken by a
competent person. Ensure all er sources are isolated before any maintenance work
commences.

23




INSTALLATION @

STOP/START

CONTROL
SAW FEED <::§§§;§§7
SPEED CONTROL COOLANT ON/OFF BOW RAISE/LOWE
b CH

SWITCH
ot el /;ﬁjl
A

ADJUSTABLE
GUIDE ARMS

VARIABLE SPEED
DRIVE ASSEMBLY

SWING AWAY i’
ADJUSTAB

STOCK STOP COOLANT TANK
WITH PUMP
FULLY ADJUSTABLE COOLANT
VISE FRCM CONTROL BLADE

30° TO 4§ TENSION
HYDRAULIC

CONTROL
HEAD CYLINDER

COUNTER-BALANCE
SPRING TENSION
CONTROL

ELECTRIC

(} CONTROL BOX
BOLTING DOWN HOLES

C::::::§§7 s LIFTING SOCKETS



SECTION &:;

INSTALLATION.

To transport machine to site, use fork lift truck with forks placed In the stots provided inw
base of the machine.

IMPORTANT: DO NOT LIFT THE MACHINE USING A SLING AROUND MACHINE HEAD@

Site the machine with adequate working space around it for ease of use. Av
machine In a cramped cormner where operation may prove difficult, or near

where along workpiece may cause an obstruction. The whole working aredrsh

ifuminated and the floor around the machine provided with a level on
The cabtinet base is provided with four bolting down holes to accept 12mm ") diameter
bolts (hot supplied). Before bolling the machine down, ensure the m ds firm and

level,

Remove the anti-rust protective codating where applied, and In @ lar ffom the working
slements of the machine.

Fill coolant tank with approximately 8.25 U.5. gallons (3
diluted about 10 o 1.
IMPORTANT : DO NOT LET PUMP RUN DRY, OR DAMAGE RESULT.

%
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ELECTRICAL INSTALLATION

IMPORTANT: Check that the eleciricity supply is suitable for the machine, SM@ rating
label.

Af all mes ensure that the machine is isolated from the mains supply aking any
electrical connections or adjustments.

At rear of machine, unlock and open door of electrical control b pass supply leads
through hole in underside of control box.

ror three phase supply, connect supply leads fo terminals LI, ermingl block and

eqrth lead to edarth terminal.

IMPORTANT: IN ALL CASES THE MACHINE MUST BE EFFECT

supply leads to reverse rotation.
With ali connections made, replace control box

IMPORTANT: The service of a competent electr]
doubt on any point regarding slectrical instaliation.

CONVERSION FOR ALTERNATIVE VOLTAGE SUPPLY)
240 vo't machines will operate on 220/ ase supply.
415 voit machines will operate on 380/41 phase supply.

Machines supplied for use on 415 voit
phase supply and vice-versa.
To effect conversion, itls necessa

s supply may be adapted 1o run on 240 volt 3

) Replace motor overloa it with one of a suitable rating.
i Change the fransformer ferminal connections.
i Change motor inal connections.
i) Inside electricd OX,
IRanG = Shli=h
VGRS, @ note 220 @ 220
ad wires leading 2 T T
naisof the overload |
n terminal screws CITH I Il B
ove overload - I—_*-—-1— Fipe :
rnative overload unit —i¥. !;—1 .|| [l
mpereage rating 42 fDIE D Y P
to supply voltage Saplm i) e sl
below). e 'J “l“] I
Reconnect wires to replacement | ! (1.1 J] il
overload unit as before and set DB : l"'.ll"""L.l'-.l
poirter at side of overload unit — o |
indicate full load amps of e B0 D
tor, |
OVERLOAD UNIT & & |
Q FITTED 1
V OVERLOAD UNIT
DETACHED

Q




SECTION @

in Inside electrical confrol box, idantify iransformer and change wire fo suit supply
voltage as shown.

@ % @ ? @
s 220 220 @
' 380 == 38 b

@ 0 =17
@O@ %:@O@
%47} oe
2@ 415 20 7
ee 440 e
——lee—— 0 %@@
@‘ @O@ 1110 @o@ ~

Y
f
S

@

D

B

i Remove mofor terminal box cover from main drive r. Change the motor
terminal linkage to suit appropriate supply voltage as shown and replace cover.

NN

13 12 L3

CONNECTION R CONNECTIONS FOR

200V 3P 415V 3PH SUPPLY
Q
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MAINTENANCE

GENERAL

Check biade tension frequently and adjust as necessary.
Clean out coolant tray frequently.

WEEKLY MAINTENANCE

Check level of coolant In coolant tank. If necessary top up wit good grade of soluble oil
diluted about 10 1o 1,

Top up ol through filer hole on vise control housing.
Clean and lubricate all miscellaneous moving parts.
MONTHLY MAINTENANCE

Apply grease to both ends of pivot head shaft.
Check blade guide assemblies for wear.
Check level of hydraulic cylinder and fop up as n !
YEARLY MAINTENANCE :

Drain coolant tank. Clean tank and pump. Re h gpproximately 8.256 U.S. galions (32 litres)
of clean coolant diluted about 10 to 1.

NOTE: The gearbox is grease sealed for ﬂ should not require further maintenance.

LUBRICANTS

GULF Service 51 Ol
MOBIL Vactra or D.T.E. Heavy Medium Qil

GENERAL LUBRICATION @ ESSO Esstic &0 Qil

— TEXACO Ursa p20 Ol
GREASE POINTS ESSO Beacon 3 Grease
GULF Gulfcrown No.3 Grease
MOBIL Mobiiplex 48 Grease
TEXACO Regal Starfak Premium 3 Grease
HYDRAULIC m ESSO Nuto H44 Oil

GULF Harmony 43AW Gil

\V/ MOBIL D.T.E. 24 O
//3 TEXACO Rando HDA or HD32 Ol

Q
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SECTION &:;

BLADE TENSIONING/FITTING A NEW BLADE.

To remove saw blade, slacken off blade tension by means of blads tensioning knob. V
Raise bandwhesl covers and remove blade guards and slide saw blade out of guides to

remove from machine.
Select a saw blade suitable for the work In hand (sse Section on Sawing Practic ce saw
refullvinto
ioning

blade over bandwheels with teeth facing towards pivot and insert saw blade
guide assamblies.

Check that back edge of saw blade is against flanges of bandwheels befo
blade.

To obtain correct blade tension, turn blade tensioning knob until collar a
become engaged.

NOTE: Check blade tension periodically as the saw blade may sfrefch.

CHECKING & RE-CALIBRATING HEAD WEIGHT
(SAW FEED PRESSURE)

Raise head and close "Feed Speed’ control
valve. Turn control knob ‘B anti-clockwise
unfil it is against retaining washer 'C’.
Lower head to within a few inches of the
machine bed and close 'Feed Speed’
control valve,

Place spring-balance scales over blade
tension handle. Hold spring-balance scales
and open ‘Feed Speed’ control valve. A
head weight reading of 32 Ibs. (14.5 kg.)
should be obtained.

If the head weight is incorrect, raise head,
remove set screw and locking nut 'E' and
proceed as follows:-

For HEAVIER head weight furn control knob "8 anti-clockwise which will furn threaded
shaft "A” antl-clockwise and incre 1 ead weight,

For LIGHTER head weight plac

C rench into socket cap screw ‘D’ and furn
clockwise to turn threaded shaft “Al

and decrease the head weight,

Re-check head weight as befor
just locates into keyway in shaft
When correctly set the conir
(1.8 kg.) MINIMUM - 32 Ibs. (14.
possible it should be replac

now correct, screw in sef screw 'E" making sure it

in place.

‘B should give a working range of approximately 4 [bs.
IMUM, When no further adjustment of the spring is

TRACKING THE SAW BLA

The twisting of the saw blade as it passes through the blade guides sets up an effect which
causes the saw blade fo run-off the bandwheels. This is counteracted by inclining both
bandwheels inwardé towards each other, this Inclining of the bandwheels to align the saw
blade is known ing’. When the machine is tfracking correctly the back of the saw
blade should run .010"/.03Q" clear of the bandwheel flanges. All machines are correctly
tracked before leaving the factory and should not require further adjustment. If however, the

tracking is disturbed, proceed as follows (refer to parts list):-
At froWine. remove blade guards, and inoard and outlbboard guide assemties

and over arms as complete units.
Q




NOTE: Do not disturb the setting of the blade guides relative to the over crms.

Place saw blade on bandwheels with edge of saw biade 1/8"" ciecwwheei

flange. Run machine at lowest speed for a few minutes, and then-check the position of
the saw blade on the bandwheel. @
a

If the saw blade has moved up hard against the flanges of e} eel, this wil
produce undue wear on the bandwheel flange, and burr fiie edge-of the saw blade.,
To overcome this the bandwhes! must be inclined to a les . Af rear of

machine, slacken off both locking screws and locking n J g screw. Turn jacking

screw clockwise uniil bandwhes! moves stightly.

if the saw biade has moved towards the rear edge of th dwheet the saw blade
will fend to run-off the bandwheel, To overcome t dwheel must be inclined
more. Slacken off both locking screws and locking n Jacking screw. Tum jacking

screw anti-clockwise until bandwheel moves sl

After completing the adiustrents, place the s ade /8" clear of flange and run
machine for a few minutes. Check the posi o saw blade and if It is sill not
correct carry out adjustments again. With(ga e tracking correctly, fully tighten
locking nut and locking screws. Replace over’arms and guide assemblies complete,
and blade guards.

If the setting of the blade guide ossemblig Neen disturbed, proceed asfollows:-
Slacken off socket hd. cap screws & u\ ; guide assemblies untit round carbide pad
Just touches the top edge of the e~Check that there is a clearance between the
guide inserts and the blade, of .003".

is.can be adjusted by means of the ‘wedgslok’
socket hd. cap screw.

NOTE: If the gearbox is dist
track the drive bandwheeg!,

placed for any reason it may be nacessary fo

Slacken off gearbox securing scréws and adjust either inboard or outboard jacking
screws as required antiti securing screws. However, unless the gearbox has been
disturbed it should no ecessary fo alter this setting under normal circumsiances.

DISMANTLING THE HYD LICCYLINDER

If the head fails fo st an the conirol valve is closed It is possible the U ring or
non-return valve assem y need repldacing.
To dismantle cytin ad as follows (refer to parts list):-

Remove h sacuring screws, slacken off nufs on stud elbows, disconnect both
hydraulig’ pi d empty cylinder of oll.

Unscrew Cy r cap and pull cut complete inner assembly, Remove piston nut by
unscrewing anii-clockwise. With piston nut removed, check 'U’ ring for wear and check
i stes| Boll saatfs cleanly and replace parts where necessary.

ep complete inner assembly inte cyiinder body, re-connect hydraulic pipes and
fighten Coupling nuts.

top up with oll fo within 1/4"" from fhe top of cylinder body. Replace cylinder cap

\Ii?%nder with oil and pump piston a few fimes to remove any air from the system,
d secure t0 machine using securing screws.

Q



OPERATING INSTRUCTIONS

SETTING VICE JAWS

Set fixed vice jaw to required angle by means of the graduated scale, mw that the
workplece clears the right hand guide assembly.

workpiece stop is supplied for repstifion sawing which is auto ng clear when the
clamp lever is operated.

In order to clamp the workpiece, the moving vice jaw shou
3mm from the work surface. The cam actuating lever is th
workpiece. This can be done from elther side of the machine:
by puling the lever up.

The quick release mechanism for the vice jaw is opera
The vice will act normally when operated using the
mechanism, the handknob should bea rotated anti-
then allow the vice to be moved by hand. To re-
then be rotated clockwise, If the leadscrew isn n
function.

NOTE: There shouid be a nominal gap of 3mm esn the handwheel and housing when
the cam lever is swung down fo stop position, o avol@ causing the lever action vice to lock
up before the workplece is clamped.

CLAMPING PROCEDURE @

The moving vice Jjaw hs d lever actuated cam and a quick re’f@?nism. An adjustable
icaly
b h

t up to approximately
down, clamping the
mMpiNg prassure is relecsed

g the vice handknob.

alone. In order to relecase the
isenthrough one half turn, which will
the leadscrew, the handknob must
d, the lever actuated cam will not

i
k

BLADE GUIDES

For straight (90°) cutting. the right-hand
possible to the workpiece, buf for
gulde assembly to the right to enabl
The left-hand guide assermbly shau
just clears the moving vise jaw.

ssembly should be set as close as
ng it may be found neceassary to move the
fuil capacity of the machine to be used.
with the head ralsed so that the guide assembly

SPEED SELECTION

The "‘Sawing Guide Chart’((se ing Practice) gives a guide as to the speed required for
different materials. Variafi f saw speed is through a stepless drive, controlled by means of
a hand-knob situated ¢t therear end of the drive unit.

SAW FEED PRESSURE

‘Sawing Co
CUTTING

Before sfarting the machine, check it is safe to do so. Make sure that all necessary
adjusiivents have been completed and all guards are in position and secure. At end of cut
the ine will automatically stop. To re-start machine, close feed pressura valve, lift up
machine head to required height, start machine and re-set feed pressure valve, The codlant
ou‘romo’ric@ol\y starts when the machine is started.

Y
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secTion 3R

SAWING PRACTICE

BLADE SELECTION,.

There are many types of saw blades avallable and each is superior in some way for specific
applications, Selection of the correct blade for the job is a positive first step in aclieving
economic cut-off production, for no machine tool can function more efficiently thoriifs
cutting tool will allow and the bandsawing machine is no exception to this rulgsNoBResaw
blade will cope with all jobs satisfactorily, in fact in some cases an il chosen bladegwill virtually
notf saw at ali. The objective of this section of the handbook is to present all e ibforphation
necessary 1o select the correct saw blade for the job.

To fully dascribe any saw blade it is necessary to know not only its size, but/its)rhatefial
composition and tooth form. The cost of each type varies considerably/dnd/setfection should
be made according to duty as the lowast cost saw blade is not necessarliiyvihe more
economic while the use of the more expensive types is often not justificible.

HARD BACK saw blades are made from high quality carbon steel and have a specially
strengthened back edge.

Hard Back general purpose saw blades cost less than other typlesof blades and are usually
most readily available in a wide range of styles. They are sultabie forshori-run work In sawing
and medium carbon steels where there is no surface scale presenfond many non-ferrous
alioys. They are suitable for sawing structural sections and thitradll Tubes, also where blade
breakage is a problem due fo the machine being used for generdljobbing and sawing,
particulary by more than one operator. Hard Back biades perform very well on most extruded
aluminium alloys and their high fiex life makes therm a good-choice for this type of work, It is
recommended fhatf saw blades that have been usedfor sawing steel should not be used for
non-ferrous materials, In particular, use a new bladeto sdw aliminium and keep it for this
work. When the teeth are no longer keen enough fosaw.non-ferrous materials cleanty, the
saw blade may finish its working life on sawing steel Hard Back saw blades are easily
re-weldable but in normal circumstances this is nohan.economic propaosition as when the saw
blade breaks the teeth are becoming dull and+he Imitéd life remaining does not warrant the
cost of welding.

M2 QUALITY H.3.5. BI-METAL saw blades permit highyspeed sawing with low breakage and low
production costs. The bi-metal blade hasall the reslience of a basically chrome vanadium
alloy steel structure, electron beam weldad 100 quality high speed cutting edge, giving high
speed steel performance and a tough.flexible/backing. The high speed section of the biade
ends short of the guilet reducing shaiterif atlade should snap on a really awkward cut.
Built-in breakage resistance and tougheadugh to give a really fast and accurate cut, fime
afier time makes the use of bi-metaliades advantageous to all bandsaw operators.
Re-welding these blades is possibie-orrstandard welding units.

M42 COBALT H.8.S. BFMETAL saw Blardes offer all the advantages of the M2 qudlity bi-metal
blade and has, in addition, a highiér quality, higher performance, high speed sieel for the
cutting edge. The use of M42 Cebait H.5.5. material for the cutting edge offers a balanced
combination of superior hardpess and toughness, making this biade ahead in performance
on the most difficult or abrasiyefriaterials. The use of this type of blade Is not restricted to the
cutting of ditficult materials, but can dlso be used on the more easily machined materiais
where greatly improyed blade [ife can be expected. Heat treated to give high tooth
hardness to resist gbrasion, s blade has been specidlly developed for use on austenitic
nickel chrome stggis,nimonics, inconel, cobalt and nickel based ailoys, heaf resisting alloys
and the space age exotig materials. Re-welding these biades is as for M2 blades.
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Each of the types of saw blade are available in various footh forms and tooth pitches. Here

again, selection is required to obtain the right blade to achieve optimu wing
performance. Metdl cutting tlades are generally manufactured in ’rhreWh forms.

Namely:-
REGULAR TOOTH
SKIP TOOTH @
HOQK TOOTH.
Terminology varies among saw blade manufacturers and these y/be Giherwise referred to
as:-
PRECISION TOOTH
BUTTRESS TOOTH
CLAW TOOTH
respectivaly.

BLADE TERMINOLOGY
LA
- I‘ONE INCH_‘ — @ (\_/\_/k_/\/ \_,s

REGULAR TGOTH

. B
WIDT ( _g
- i S |
No. OF GULLETS PER INCH -

SKIP TOOTH
=TEETH PER INCH
CAUGE S/\_ﬂ_/[/'_/\/\/‘_,s

RAKER SET %2 HOOK TOOTH

As a gengral guide to s
sawing solid sections up to
inches wide; six to fou

chi appropriate tooth pitch, use ten to six teeth per inch on
g nch wide; sight o six teeth per inch on sections ane to three
r inch on sections three to six inches wide; and three to fwo

feeth perinch on sections.over six inches wide. Steel tfubes and sfructural sections sometimes

present d problem

ual length of the saw cut alters considerably due to changes in

saction. In these se a saw blade which dallows two or three teeth in engagement af

the thinnest secti

The working life of
first few min
hardening
make further sawi

is)as any tendency for the teeth to rub wili rapidly burnish the cut and

w blade can be exiended by using only @ light feed pressure during its
g. Care must be taken when running in a new saw biade on work



SECTION

// A BN
N K
Jaiamrs i
= a {/
rAm ! /\
/! : SV
162 e d VD WV RO (U TN W [ 'Lf%_
§ o
RN AN/
LN ISAW4
| e a2y
| ~ | [
. i STOCK WIDTH mm i o
| Cutting Copoc"ry !
380 &

NVl

o ATTININ
LAy | TN
/ // ! QR\C& i \\\\
poaceccflifl. Wopb L L DL TAS
[ 9= |
STOCK ( sl;i/:7 i
=] ¢ 11|
o)l L1/
N TV
?)@ o\! 4 \_\
0 I' 3]\ ; e b e !r/
V@ Cutting Capacity At 450
::é 4



SAWING GUIDE.

The Sawing Guide Charts are infended as a guide only.
Speads shown are for cutting 3" to &' material. When cutting material s
blade speed 25%. When cutting material largerthan 6" reduce blade

blade breakage.

BLADE TYPE SELECTION %
MATERIALS VOLUME m& BLADE TYPE

EASY TO SAW: Light Carbon Sieel
Low Carbon Steel
Cold Rolled Steel //3 N
Carbon Steel Semi-Proddcti Carbon Stee
Structural Steel Premium Quality
Pipe
Free Machining Sulphurized Steel odustion Carbon Steel
Cast Iron Premium Quality
Some Non-Ferrous Metals Bi-Metal
’ﬁﬁ\’ Carbon Steel
MODERATE TO SAW: <
High Carbon & Tool Steels ﬁﬁﬂ-i‘roducﬂon Carbon Steel
400 Series Stainless Steel Premium Quality
Alloy Steels (Annedled)
Froduction Fremium &iuality
Bl-Meial
ﬂ
C// Light Premium Quality
DIFFICULT TO SA
300 Series Stainl
Air Hardening Die Steels Semi-Production Premium Quality
Alloy Steels (He ) Bl-Metal
Nickel Alloy: ic Space Age
Nickel Base -Ferrous Metals | Production Premium Quality
@ \ Bi-Metal
Q
\/O
Q
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SAWING GUIDE CHART
BLADE BLA
MATERIAL SPEED MATERIAL E;P;I;DM
FP.M. /ERPM.
&
Carbon Steel Chrome Vanadium Ste
1008-1035 300 6117-6120
1040-1095 200 5145-6152
Free Machine Steels Silicon Steel
1108-1132 300 9255-9250 200
1212-1213 300 9261-9262 200
1137-1151 300 (—
High Speed TOW el
Manganese Steel T1, T2, 14 16, T8 125
1320-1345 200 11 8O
M A3 125
Nickel Steel W 15, M42,
2317 300 80
2330-2345 900 Z0)
25120517 200 Die Stoai—"
A2 200
Nickel Chrome Steel 2%, D3” 125
3115-3130 300 * 80
3135-3150 300 1,02, 06 200
3310-3315 200 & ally cut dry.
Molybdenum Steel Carbon Tool Steel
A0717-4042 300 W-1 200
4047-4068 200 F
S Hot Work Steel
Chrome Moly Steel H-12, H-21, H-22, H-25| 200
4130-4140 3
4142-4150 2 Shock Resisting Tool Steel
o = 5-1 200
Nickel Chrome Moly Steel 3-2,85 125
4317-4340
8615-8645 0 Special Purpse Tool Steel
8715-8750 ~ L6, L7 200
P437-9445 00
9747-9763 VF%O Stainless Steel
9840-9850 = 200 201, 202, 302 125
2 304, 321, 347 125
Nickel Moly Steel </ 303, 303F, 440F, 443 125
4608-4640 200 308, 310, 314-317, 330| &0
4812-4820 200 410, 420, 420F,
- 440A, B, C 125
Chrome St@él Q 416, 430F 200
50 300 430, 446 80
5120-5135 300 17-4PH, 17-7PH 80
5140-516 200
4{01 00 5%%)0 200

: SAWING GUIDE FOR MATERIALS USING BI-METAL SAW BLADES

Q




SAWING GUIDE CHART

BLADE
MATERIAL SPEED MATERIAL
F.P.M.
COPPER BASE ALLOYS NICKEL BAS
Aluminium Bronze (CONT.)
70-90 BHN 300
190-220 BHN 200 80
Phosphor Bronze 5%-8% 80
60-100 BHN 300
180-210 BHN 200 125
Manganese Bronze
90-120 BHN 300 -270 BHN 80
Silicon Bronze ewC
70-100 BHN 300 185-250 BHN B0
180-210 BHN 200
Berylium Copper - 25 M ALLOYS
100-120 BHN 300 sal-4v
220-250 BHN 200 310-360 BHN 125
310-340 BHN 125 C1308
290-330 BHN 125
NICKEL BASE ALLOYS Ti-140A
Monel 300-330 BHN 80
125-200 BHN 125 T 150A
R. Monel 325-350 BHN 80
145-180 BHN 99% Pure Titanium
K. Monel 270-315 BHN 80
100-210 BHN W

NOTE: SAWING GUIDE

MATERIALS USING BI-METAL SAW BLADES

Z
<
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SECTION

SAWING CONTROLS.

FEED PRESSURE:

Reguired to move saw frame and remove chips.

Shouid be set "HEAVIER" on materials with low machinability rating and “LIGHTER” orimaterials
that are more easlly machined. Excessive feed pressure leads to premature blade bigakage
and/or crooked cuts. Insufficient feed pressure dulls the saw blade as it fends 10 ruis rather
than cut. Increases in feed pressure narmally require corresponding incregsey )h biade speed
especlally in less hard materials.

FEED SPEED:

Controls the rate af which the saw frame moves.

The speed shouid be set so that the saw frame moves only as fast as the maierial is being
removed. The speed should be set slow enough to approach the warkpiece without
damaging the saw blade upon contact with the workpiece. Can be set fo control the sawing
with precision, especially while cutfing thinner portions of light tubjag-or structurals and helps
to avoid plunging. If the speed is 100 slow the chip load will be lgss than opfimum.

BLADE SPEED:

Controls how quickly the material is being removed.

Should be set fast enough fo stop teeth becoming overloaded./if the speed is set too fast the
chip load will be less than optimum and/or the saw blade may dullprematurely. Increasss in
blade speed require corresponding increases in feed pressure especidlly in less hard
materidas.

CHIP LOAD:

Careful observation of the chip load is very imporfantwisnsawing. Chips should be curled.
Excessively tight curling indicates foo much feedprassure-ond a iack of any curl indicates
feed pressure is too light. Chips that are blue in coferindicate blade speed is too fast and/or
too much feed pressure leading fo prematureblade bréakage.

COMMON SAWING PROBLEMS.

SAW BLADE WILL NOT CUT:

Drive motor running in wrong direction,(lharidwieels should run in an anfi-clockwise direction.
Blade teeth facing in wrong directionteeth.must point in direction of blade travel.

Material far too hard for type of saw blade Heing used.

BLADE VIBRATES IN CUT:

Workpiece not properly seated orsecursly held.
Guides setf too close on small diemeter workpieces.
Blade speed too fast and/or bidde plich too coarse.
Insufficient blade tension,

PREMATURE BLADE BREAKAGE":

Excessive feed pressure,

Incorrect blade speed and/or incorrect blade selection.
incorrect blade tengion and/or incorrect tracking.
Feed speed too fast

Worn or incorrectly sefguides.

Blade joint improperly weilded and annedled,
Workpiece not firmly clamped in vise jaws.

Cut-off piece binding between blade and stock stop.
Blade overhedting due to cutting without coclant.
Chips and swarf buillding up on bandwheels.
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TEETH TORN FROM BLADE:

Excessive feed pressure.

Blade speed oo slow.

Gullets of feeth overloading. blade pitch too fine.

Blade pitch too coarse.

Feed speed incorrectly set.

Workpiece not firmily clamped in vise jaws.

Workpiece too wide, where possible cut rectangular pieces up 0n siie.

CROOKED CUTS:

Excessive feed prassure.

Incorrect blade tension.

Blade speed too slow.

Feed speed incorrectly set.

Guides not confrolling blade, check wear, adjustment and Sosifioning.
Biade teeth duli or of too fine pitch.

Vise jaws not sef square to saw blade.

Bandwheel flanges worn causing 10ss of set o oneside Of saw teeth.

BLADE TEETH DULL RAPIDLY :

Biade overheating due to cutting without coolarif-
Blade speed tco fast.

Feed speed o0 slow.

Blade pitch oo coarse.

Feed pressure too light.

Material too hard for type of saw blade being used.

SAWBLADE BACK DAMAGED:

Material too hard for type of saw blade-heing used.

Tracking incorrect, blade set toghard agginst bandwheel flonges. Carbide back-up insert
missing from one guide assemblys

SAW BLADE STALLS IN CUT:

Excessive feed pressure.

Feed speed too fast.

Incorrect belt tension arld/or worll belt or worn pulleys. Incorrect biade speed and/or incor-
rect blade selection.

HEAD BOUNCES DURINGCUT :

Blade joint impropery-weided and annedled.
Teeth missing from-saw blade.

Feed pressure sekiog light.

Bandwhesls or pulleys loose.

CUTTING TIMEWCREASES :
Blade teeth have-Hbecome dull.
Feed pressure set too light,
Incorrget blade speed.



ELECTRICAL DIAGRAMS

WIRING & LOCATION DIAGRAMS FOR H330 T PHASE MACHINES
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WIRING & LOCATION DIAGRAMS FOR H330 3 PHASE MACHINES
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PARTS LISTS & ILLUSTRATIONS

BLADE GUIDES & GUARDS & BLADE BRUSH -
BANDWHEEL -
TENSIONING & TRACKING ASSEMBLY

LEVER ACTION VICE .
HYDRAULIC CYLINDER -

HEAD PIVOT & HEAD DOWN LIMIT SWITCH ASSEMBLY

COOLANT SYSTEM =

HEAD WIEGHT SPRING ADJUSTMENT ASSEMBLY -

STOCK STOP ASSEMBLY

OPTIONAL EXTRAS

INFEED ROLLER STOCK TABLE @ Fage 18
DISCHARGE TRAY - Page 18
STOCK STAND - Page 20
WELDER GRINDER UNIT - Page 20
FLUSHING HOSE - Page 21
SET OF CASTERS - Page 21
SWARF RAKE = Page 21
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BLADE GUIDES & GUARDS & BLADE BRUSH

[TEM PARTNo. DESCRIPTION

2381 Guide Arm 2
3743 Locking Pad
4537 Washer
5130 Handknob
BO5S578 Soc. Hd. Cap Screw |
BO5S921 Std. Washer |
6638 Thumb Screw
SM2203 Outboard Biade Guard
SM2204 inboard Blade Guard
10 BOb452

Soc. Dome Hd. Screw
11 BO5934 Shakeproof Washer
12 BOS915 Std. Washer
13 6370 Blade Guard Slide
14 9383 Gulde Rall
15 BOL3bGS Spring Dowel
16  BOA/215 Soc. Set Screw
17 BO5086 Soc. Hd. Cap Screw
18 9386 nboard Guide Body

1¢ 9385 Outboard Guide Body
20 6400 Coolant Connactor

21 BO5345 Spring Dowel |

22  BObL773 Self Locking Nut

23  BO5L?13 Std. Washer
24  BObL348 Spiing Dowel .
25 6650 Cooiant Nozzie

26 BO2252 'O' Ring
27 BO5B0S? Soc. Hd. Cap S edgelck’
28  BO5046 Soc. Hd. Cap Ser

29  BOH91? Std. Washe
30 BOZ025 Deep Gy I-Bearing
31 BOL087 Soc. Hd, Screw
32 6393 Blade Guide rt
t

33 6394 Conjcal
34 9387 Spa
35 6068 R

OO BN —

36 7908 Co p Lever
37 BO5S554 Screw

40  BOS715 U

41 BO5935 Shakeproof washar
42 BOS6 h bolt

43 BOb57 Wirig nut =

44  BOSF7 . washer

Blade brush guard
Brush bracket

Circlip external

Std. washer

Compo bush No.SNO0b
Blade brush pivof
Blade brush

Std. washer

Self locking nui
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BANDWHEEL - TENSION END

[TEM PART No. DESCRIPTION

70 5985 Spigot

71 BO2006 Ball bearing

72 6047 Bearing spacer

73 9371 Bandwheael (Tension end)
74 6048 Washer

75 BOb&755  Self-locking nuf
76  BO6041 Circlip internal

TENSIONING & TRACKING ASSEMBLY

80 5979 Tension guide plate
81 BO5S566 Hex. hd. screw
82 BO5917 Std. washer

83 5986 Guide gib
84 5987 Guide block
85 5984 Tracking block

86  5989/A Tension spindle
87 BO5186 Soc. set screw
88 5990 Collar

89 5988 Spindle plate
20 BO2243 Disc spring

1 BO&460 Woodruff key |
92 6679 Handwhesl

93 BObH922 Std. washer

94  BO5777 Self-locking nut
95 6098 Tension gauge

96  BO5S06] Soc. hd. cap scre
@7 BObL358 Spring dowel -
98 BO5919 Std. washer

9%  BO5574 Hex. hd. s
100 BO5S716 Hex. nut |

101  BO5S569 Hex. hd
102 6961 Spacer

1
6
8
2
2
1
1
1
1
1
6
]
1
1
1
1
1
1
2
3
1
2
2
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EVER ACTION VICE ASSEMBLY
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| sEcTion B

LEVER ACTION VICE

MEM PART No. DESCRIPTION

=
©
Q
3

110 BQO5777 Self Locking Nut

111 BOS922 Std. Washer

112 5966 Handwheel

113 BO2232 Spring Flexo

114 BO5578 Soc. Hd. Cap Screw
115 5978 Vice Spindie Housing
116 BO5923 Std. Washer

117 BO2486 Qiler

118 BO6460 Woodiuff Key

119 8118 Vice Spindle

120 SMZ2017/A Housing

121 SM2230 Bed Assenbly

122 SM2016 Vice Nut Kit

123 BO5585 Hex. Hd. Screw

124 BOb5618 Hex. Hd. Screw

125 9394 Moving Vice Jaw
126 8119 Locking Handle
127 BO2556 Bali Knob

128 8115 Cam Shaft

129 8124 Cam Shaft Collar

130 BO5S364 Sel Lock Pin
131 BOS5196 Soc. Set Screw Dog Point
132 BO2068 Thrust Washer

133 8116 Cam

134 SM2321 Cam Follower

135 8122 Cam Follower Shaft
136 BO6&010 Circlip Ext.

137 8120 Key

138 8117 Sleeve

13¢ 8123 Work Stop Shaft

140 BO5612 Hex. Hd. Screw

141 9396 Fixed Vice Jaw

142 BOS5419 Rd. Hd. Screw-Slotted (Brass)
143 2812 Poinfer

144 5959/A Piliar

145 5916 IndicaterSegment

146 BOS5417 RadHd-Screw Recessed

147  BO5921 Std, Washer

148 BO5946 Shakeproof Washer

149 BO5678 Hex, Md. Screw

150 BOS5069 So¢) Hd. Cap Screw

181 BO5920 Sial. Washer

152 BO5271 Soc. C'sk. Hd. Screw

153 6413 Feed Off Plate

164  BOS05 Soc. Hd. Cap Screw

165 L6362/8 Support Block

156 SM2264 Material Support

NOT ILLUSTRATED: Parts hidden In main illusiration by cam & cam follower.
BO2194 Spring Flexo
BD6566 Hex. Hd. Screw 2
BOS753 Lock Nut 2

- S N = NI —m B DR DEN ot e S RY = = = NN = NI = = N e e ) A
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170
171
172

HYDRAULIC CYLINDER

iTEM PART No. DESCRIPTION o}
5980 Cylinder Cap
BO2279 ‘0" Ring
6024 Piston Rod

173
174
175
176
177
178
179
180
181
182
183
184
185
186
187
188
189
190
191
192
193
194
195
196

BOC5H755 Hex. Locknut
BOS&921 Sid. Washer

BO&944 Shakeproof Washer |
BO&717 Hex. Nut

BOB095 Soc. Hd. Cap Screw
BO2037 Rose Bearing
BO5264 Soc. C'sk. Hd. Screw
SMI1206 Cylinder Body
BO2103 Hardened Steel Ball

27

b826 Compression Spring
BO2274 ‘U Ring
6288 Piston Nut

BOZ036 Rose Bearing
BOSO98 Soc. Hd. Cap Screw
2384 Cylinder Spacer
BO2421 Stud Elbow

6287 Piston

7882 Control Knob

BO&300 Bung

BO2418 Femadle Stud Elbow

5564 Female Adaptor

BO2446 Control Valve,

BG2423 Male Stud Elbo

2433 Spacer :: ;i ~

%
<
2

S
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HEAD PIVOT & HEAD DOWN LIMIT SWITCH ASSEMBLY

TEM PARTNo. DESCRIPTION

200 SM2320 Bow Mounting Casting
201 6048 Washer
202 5998 Pivot Screw
203 BO2485 Grease Nipple 1
204 5983 Pivot 1
205 BO5578 Hex. Hd. Screw 7
206 BO5921 Std. Washer 7
207 BOB8%0 Std. Dowel 2
208 6361 Switch Mounting Plate 1
209 BO1154 Limit Switch No.

BO1147

210 BO5942 Shakeproof Washer
211 BO50464 Soc. Hd. Cap Screw
212 BO506Z Soc. Hd. Cap Screw
213 §5994/B Stop Bracket

214 BO5203 Soc. Hd. Cap Screw
215 BOb563 Hex. Hd. Screw
216 BO5715 Hex. Nut

217 46388 Stop Plate

218 BO2479 Grease Nipple

219 BO59446 Shakeproof Washer
220 5993 Sleeve

221 5992 Bush

222 BO601Q Circlip External

223 BO5203 Soc. Set Screw |

224 SM2265 Adaptor Block

%
<
2
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234
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COOLANT

12



COOLANT SYSTEM

fTEM PART No. DESCRIPTION

231
232
233
234
235
236
237
238
239
240
241
242
243
244

NOTE : Coolant control valves are part of the g

SM1187 Coolant Tank

BO6377 Clear Fexible plastic Tube
BG6377 Clear Hexible plastic Tube
BC2488 Y Stem Adaptor |
BO5452 Soc. Dome Hd. Screw
BOS&401 Tubing Ciip

BO6378 Clear Hexible Plastic Tube
&080 Coolant Filter

BO2489 Stem Adapfor No.GRS 12- 8
BO&379 Clear Flexible Piastic Tube
BO&416 Pipe Clip .

BO2464 Coolant Pump

6505 Pump Bracket

BO6319 Grommet

Bandwhesl Mountings for Part Nos.

&

N

Bore |

¢

@blie& see section on Guides/

S
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HEAD WEIGHT SPRING ADJUSTMENT ASSEMBLY

TEM PART No. DESCRIPTION

250 5955 Extension Spring

251 6071 Hook Bolt

252 5957/A Spring Rod

253 5958 Distance Piece 0
254 6402 Handknob 1
255 6403 Washer 1
256 BO5061 Soc. Hd. Cap Screw 1
257 BObL929 Shakeproof Washer 1
258 BO5204 Soc. Set Screw 1
259 BO5715 Hex. Nut 1
260 6070 Distance Piece 1
261 BObL582 Hex. Hd, Screw | 2
262 6069 Plate 2
263 BO5774 Self Locking Nut | 2

2
<
23
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STOCK STOP

[TEM PART No.

270
271
272
273
274
275
276
277
278

6419
SM1367
6313
BO2554
BO5919
BO5628
6626/ A
BO5&571
8123

DESCRIPTION

Stop Bar
Bar Stop Bracket
Spacer

Adjustable Handle
Std. Washer

Coach Bolt %
Bar Stop Collar %

Hex. Hd, Screw
Work Stop Shaft

e ), ) o, B, e NGy ]

STOCK STOP ASSEMBLY - SPARES KiT

This Spares Kit consists of lrems 270 to 275 inclusive.,

2
<
23
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INFEED ROLLER STOCK TABLE

Q

DISCHARGW
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INFEED ROLLER STOCK TABLE (OPTIONAL EXTRA)

[TEM PART No.
281 4389

282 4497

283 SMI363/A
284 SM1232
285 BOS584
286 BO5922
287 BO5718
288 BObL587
289 4682

290 4681

291 SM1364/A
292 BOb5716
293 BO5919
294 BO2133
295 BOb5574
296 BOb5562
297 BO5918
298 4387

299 BO5214

)

DESCRIPTION
Roller

Support Plate
Conveyor Chassis
Stop Bracket
Hex. Hd. Screw
Std. Washer

Hex, Nuf

Hex. Hd. Screw %%

g

o

— OO OERERENNNOCON ——W

Stud

Foot

Support Leg

Hex. Nut

Std. Washer
Nyltite Sealing Washer
Hex. Hd. Screw
Hex. Hd. Screw
Std. Washer
Plummer Block
Soc. Sef Screw

DISCHARGE TRAY (OPTIONAL EXTRA)

300 6453

301 BOS5560
302 BO5917
303 SM1294/A
304 BOb5625
305 SM1295
306 BO5200
307 BOS718
308 BO5922
309 4682

310 4681

311 SMI1293/A

Support Shaft
Hex. Hd. Screw
Std. Washer
Discharge Tray
Coach Boit
Stop Bracket
Soc¢. Set Screw
Hex. Nut

Std. W r
Stud
Foot
Suppo§ C

— NN BEN—— NN~
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STOCK STAND (OPTIONAL EXTRA)

TEM PART No. DESCRIPTION

320 SM560 Stand

321 3869 Jacking screw
322 3Mb&h7 Adjuster

323 3867 Roller Bracket
324 6553 Stop Plate

_n__.n....ar\)_.-‘_—dg_n

325 3866 Roller
326 BObB176 Socket Set Screw
327 BObH82S5 Thumb Screw

WELDER GRINDER UNIT (OPTIONAL EXTRA)
Model BS.1 (Nof llustrated)
FLUSHING HOSE (OPTIONAL EXTRA}
SM126%9 Flushing Hose (Noft llustrated)
SET OF CASTORS (OPTIONAL EXTRA)
SM1281 Castors (Not llustrated
SWARF RAKE (OPTIONAL EXTRA)

SM1379 Swarf Rake Not |

& m
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