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EC Declaration of Conformity
"2 \We: BOMAR, spol. s r.o.
Tézebni 1236/1
627 00 Brno, Czech Republic
Id. No: 48908827
declare herewith
that the following designated device based on its conception and construction as well as the design launched by us
meets the relevant basic safety requirements of the decrees of the government.
This statement applies exclusively to the machine device in conditions in which it was brought to the market. It does
not apply to parts subsequently added by the end user or to modifications performed subsequently by the end user.
In the event of any device modification not approved by us this declaration shall lose its validity
Name: Band Saw
Type: Ergonomic 290.250 GANC
Serial number:
Manufacturer BOMAR, spol. s r.0., Tézebni 1236/1, 627 00 Brno
Product data
Determination:  for cross dividing and cutting of rolled and towed bars and profiles made of steel, stainless steel,
non-ferrous metals and plastics
Description: Stand, table, cutting unit with the saw band and drive, clamping device, cooling system, el. switch
board with control panel.
Pneumatic NO[X] YES[] Hydraulic NO[] YES[X Control system NO[] YES[X]

Technical data:  Cutting rate 40/80 m.min-1 - standard
20-90 with frequency converter
Cutting angle 0°up to 60°
Total dimensions in mm (Ixwxh) 1980x1940x1470 mm
Supply voltage 3x400 V TN-C-S
Total power requirement 2,9 kW
Weight 680 kg

Documentation:
Technical documentation for this machine device was elaborated in compliance with Government regulation no.
176/2008, Annex 7, part A.

The device meets relevant requirements of the given directives: 2006/42/EC
2004/108/EC
The applied harmonized standards, National standards and technical specifications:
CSNENISO 12100:2011 CSN EN 13898+A1:2009 CSN EN ISO 13857:2008
CSN EN1SO 4413:2011 CSN EN 60204 -1 ed.24+A1:2009
CSNEN 55011 ed.3+A1:2011 CSN EN 61000-6-2 ed.3:2006 CSN EN 61000-6-4 ed.2+A1:2011

The product is safe on condition of the common and determined usage.
The conformity judging was performed according to §12, par. 3, let. a), of the Law no. 22/1997 Coll. as amended.
The declaration of conformity was carried out in the cooperation with the ¥ TOV SUD Czech s.r.o, Novodvorska 994, 142
21 Prague 4 — Czech Republic, Identification number: 63987121 - Inspection body no. 4002.

The inspection certificate no 07.801.283 was issued
BOMAR, spol. s r.o. -
Tézebnl 123611, 627 00 Brmo /-
Brno, 30.4.2015 DIC: CZ48908827 Director
Point of issue, datum Name and function of the

responsible subject, signature

1) Name, address and identification number of the subject issuing the conformity declaration (producer of importer)
2) Person authorized to complete the technical documentation
3) The authorized or accredited body co-operating on the conformity judging

If the equipment is installed without safety equipment offered by BOMAR, spol. s ro or its agents and used by the customer (or

buyer) then EC declaration loses validity.

' EC Declaration of conformity is valid only if customer (buyer) installed the BOMAR safety equipment with the machine or with
some other with equivalent safety device in accordance with current applicable regulations and standards.

All machine elements and components that were built into the device by BOMAR, spol. s ro have been declared "identical to a

safety device, as offered by BOMAR, spol. s ro or its agents.
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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.

The machine operator must be familiar with the installation, operation and
maintenance of machines and also with the safety instructions. 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 Ergonomic 290.250 GANC is determined for cutting and shortening of
rolled bars and drawn bars and profiles from steels, stainless steels, non-ferrous metals
and plastics with cutting angle from 0° to 60°.

Combustible materials are excluded 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.

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!
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1.3. 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.

The person, which is controlling the machine using control equipments of the machine
(control panel or another control equipment) mustnt oneself or with help of another
persons manipulate with the machine or with the cutted or another way processed
material.

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.

Check that the power cables are not damaged.
Do not hold the material for clamping to the vice and for cutting!

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

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.).

In no circumstances touch the rotating elements.
Work on the machine only when the machine is in good condition!

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!

Keep your working area clean!

Ensure sufficient lighting in the working area.

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!

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

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

Use the protective instruments for chips removal!

Attention!
Consider the safety signs on the machine. Do not remove or
damage them! Keep these labels still readable!

'] 2 Manual version:  1.12/Nov 2017
Manual rev.: 1
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1.4.

1.5.

1.6.

Safety notes for the servicing and repairs

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

When handling frequency converters caution, because after the machine was switched
off, the frequency converters are still 20 min energized!

Keep instructions and orders about work safety!

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!

Do not remove or do not lock the limit switches or safety equipments!

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!

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.0. takes no responsibility for caused damages.

Do not switch the machine on until the covers have not been returned on their places!

Safety notes for the servicing and repairs on hydraulic unit

Compliance with the the principles of cleanliness is basic requirement for trouble-free
operation of hydraulic equipment. Hydraulic components are products made with high
accuracy, and any contamination leads to a reduction lifetime or even malfunction. The
consequences are very difficult to remove and expensive.

Always use clean tools. Parts and fasteners, which are part of a hydraulic circuit, never
put away the dirty surface. The best cleaning agent is crepe paper, because the fibers of
the cleaning cloths can also cause malfunction.

Protective cap from the threaded chamber remove just before the assembly of the unit.

Hoses and pipes before mounting flush with gasoline or other cleaning agent and blow
compressed air.

All fittings must be properly tightened. However, do not raw power.

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.

13
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1.6.1. 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!!

Release the pressing button is possible by twisting of the
upper part of the button.

TOTAL STOP button is is placed at the control panel of the machine.

1.6.2. Saw arm cover

If the cover is opened during operation, the limit switch is opened and the band saw is
stopped. The band saw is not possible to start in set mode

The band saw is stated to the operation, when the cover is closed!

1.6.3. Kryt pasu
This protective cover envelops the saw band in the area from guiding cube to the arm.

Never switch the saw band on if this cover is not mounted!

'] 4 Manual version:  1.12/Nov 2017
Manual rev.: 1
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1.6.4. Feeding vice cover

The cover avoids the service workers in entrance to the feeding vice during operation.
The service workers are protected before injury

If the cover is opened during cutting, the limit switch is unfastened (see. arrow), the
machine is stopped. The band saw is not possible start in set mode.

The band saw is stated to the operation, when the cover is closed!

1.6.5. Saw band stretching and rupture inspection

This device checks the saw band tension and causes immediate machine stop if the
band incidentally ruptures

The device includes a limit switch. Its adjustment is described in chapter ,Servicing and
adjusting”. Check the switch carefully and periodically — adjust it if necessary

15
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1.7. Umisténi bezpecnostnich znacek -1/
Verteilung der Sicherheitszeichen -1/
Position of safety symbols - 1

HV
Hlavni vypinad

Hauptschalter

Main switch

Prostor pro liziny voziku
Die stelle fiir Greifen mit den
Gabeln des gabelstaplers
Place for forklift’s skides

NS

Nebezped stlaceni

Pressunggefahr NS

Crushing hazard Nebezpedi stlacent
Pressunggefahr
Crushing hazard

'] 6 Manual version:  1.12/Nov 2017
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1.8. Umisténi bezpecnostnich znacek -2/
Verteilung der Sicherheitszeichen -2/
Position of safety symbols - 2

PO:

Noste pevnou pracovinl obiy
Tragen Sie Sicherheitsschuhe
Wear fixed protective shoes

CZ
Peéist ndvad k poufiti

Bedienungsanleitung lesen ||Il||
Read the operating instructions

0BS:
Naste ochranné bryle a sluchatka
Tragen Sie eine Schutzbrille und
Gehdrschutz
Wear protective googles
and headphones
NR: SP:
Nebezpedi fiznuti Smér pohybu .
Schnittgefahr Bewequngsrichtung '
Cutting or severing hazard Direction of motion
NE
Nebezpeditrazu

elektrickym proudem

Verletzunggefahr vom
elektrischen Strom

Electrical hazard
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Dokumentace stroje/
Dokumentation der
Maschinen/

Machine documentation
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2.1. Technicka data /
Technische Daten /
Technical data

Hmotnost stroje / Maschinengewicht / Machine weight:

1 Hmotnost / Gewicht / Weight 680 kg
Rozméry stroje / Maschinengré e / Machine size :

T Délka/Lénge/ Lenght 1980 mm
9 Sitka / Breite / Width 1940 mm
T Vyska/ Hohe / Height 1470 mm
Elektrické vybaveni / Elektrische Ausriistung / Electical equipment:

1 Napéjeni/ Versorgungsspannun / Supply voltage ~3 x 400V, 50Hz, TN-C-S
9 Prikon/ Gesamptschlusswert / Total Input 29 kw
T Maxjisténi/ Max. Vorschaltsicherung / Max. Fuse 32A
1 Kryti/ Schutzart / Protection IP 54
Akusticky tlak / Schalldruckpegel / Acoustic pressure:

1 Ergonomic 290.250 GANC Laequ=79
Pohon / Atrieb / Drive:

1 Typ/Typ/Type MSD 90L 2/4
T Napéjeni/ Versorgungsspannun / Supply voltage ~3 x 400V, 50Hz
1 Vykon/ Leistung / Output 1,5 /71,1 kw
1 Jmenovité otacky / Motornenndrehzahl / Nominal speed 2810/ 1420 min™!
Hydraulické zarizeni / Hydraulikeinrichtung / Hydraulic equipment:

1 VWkon/ Leistung / Output 1,1 kw
T Jmenovité otdcky / Motornenndrehzahl / Nominal speed 1410 min’!
Chladici zafizeni / KiihIlmiteleinrichtung / Cooling equipment:

1 VWkon/ Leistung / Output 0,05 kw
9 Obsah nadrze / Volumen vom KuhImittel / Capacity 40 dm?
Odstranovac tfisek / Spanforderer / Chips disposal

T Typ/Typ/Type BN63B4
T Vykon/ Leistung / Output 0,18 kW
1 Jmenovité otacky / Motornenndrehzahl / Nominal speed 1320 min’

Rozmér pasu / Sagebanddimension / Band size:

2910x 25 (27) x 0,9 mm

Jeden Zdvih / Vorschublédnge Einfachhub / One Upstroak:
Jeden Zdvih -kratky kus /Vorschubléange Einfachhub -/ One Upstroak-short piece

600 mm

Max. hmotnost podavaného materidlu / Materialmaximalgewicht / Material max. weight:

1500 kg

Rezna rychlost / Schnittgeschwindigkeit / Cutting speed:

40/80 m/min — without frequency converter
20-90 m/min - with frequency converter

21
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R60"
(+60°)
R45°

Rezné rozsahy / Schnittbereiche / Cutting size:

O

]

5e (#4159
0° A 250 mm 290 x 250 mm 290 x 250 mm 250x 250 mm
45°R A200 mm 200 x 240 mm 200 x 240 mm 200 x 200 mm
60°R A110 mm 140 x 100 mm 140x 110 mm 110x 110 mm
Warning:

If the material detection device is installed on the machine then maximal workpiece height is 10 mm shorter

Level of acoustic pressure:

Equivalent level of acoustic pressure A (noise) at operator position are Laeq=79 dB. Mentioned values are levels of
emission which doesn't have to represent safe levels. Factors which influence real level of acoustic pressure on
machine operator are: working place characteristics, cut material, saw band. These factors have significantly
influence on acoustic pressure.

22
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2.2, Rozmérové schéma /
Aufstellzeichnung /
Installation diagram
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2.3. Popis /
Beschreibung /
Description

RAMENG
SHOULDER/
SAGERAHMEN

KONZOLA OTOCNAY

TURNABLE CONSOQL/ VALEC PODAVACES

EEDER CYLINDER

F
DREHKONSOLE
YALEC VERTIKALNI/
VERTICAL CYLINDER/ VERSCHUBWALZE
VERTIKALZYLINDER
SVERAK/
VICE/
SCHRAUBSTGCK
PODAVAC/
FEEDER/
VOPSCIILD
TRAT/
TRACK/
BAKN

VALEC ZVEDACI/
LIFTING CYLINDER/
EBEZYLINDER

AGREGAT HYDRAUL\CKY(/
HYDRAULIC GENERATOR/
HYDRAUL | KAGEERGAT

"m FODST%XEE; YANA

UNTERSATZ
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2.4,
2.4.1.

2.4.2.

2.4.3.

Transportation and stocking

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.

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

1 Don't move under suspended loads! Fault in lifting device may cause serious injury.
1 Keep a safe distance from the machine during the transport.
1

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

1 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.

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.

= =4 -4 -—a -—a -2

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

To transport the machine must be absolutely bolted to a pallet! Ensure that the palette
was strong enough to carry the machine!

Transport and stocking

Handle the machine only with the hand pallet truck or the forklift truck! Use the lifters of
the truck according to the Transport schema.

If the hand pallet truck or the forklift truck is not available it is possible to use
suspension cables and the crane. The machine is equipped with screw threads M16 for
fixing the shackles.

Make sure that the hand pallet truck; the forklift truck or the crane and the suspension
cables had sufficient capacity. Use only shackles with appropriate capacity..

Make sure that the van or the trailer had sufficient capacity.

The machine must be properly secured during transport, to not tip over or fall from the
transport vehicle.

Screw on the palette to the floor of the van or the trailer.
Be careful that the machine is not damaged during transportation.

Itis forbidden to handle the machine any other way (for example by, lifting by the saw
frame of the band saw), than it is written in this operating instructions, the machine can
be damaged!

Store the machine only under the conditions specified in this manual to prevent
damage to the machine
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Transportni schéma /
Transport schema /
Transport schneme

2.5.

Bowmar
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2.6. Activation

2.6.1. 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:

1 Attemperature air from 70°C to 40°C, the temperature average during 24 hours
must not exceed over 35°C.

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

1 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.

Attention!

If the ambient temperature drops below 15 ° C is required
before operating the machine to have switch on hydraulic
unit around 10 minutes and then made several motion few
times (for example, in manual mode) by all hydraulic
cylinders. The reason is to heat hydraulic oil to the
operating temperature for proper function of the pressure
switches (and choke).

2.7. 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.

If the hydraulic unit is outside the machine (the machine only connected hoses and
cables), it needs to be placed and mounted on a solid basis (floors, etc.). The mounting
holes are used on the bottom (bases) of the tank.

1. Release and remove the securing screw of the feeding vice jaw.
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2.7.1.

2. Pull out the feeding vice.

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 — Ergonomic 290.250 GANC - 680 kg

+ weight of accessories

1
1

+ maximum weight of material

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

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.

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

The machine including appended parts and accessories must be visible from the
place of operation.
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2.8.

Filling of the cooling system

Prepare the mixture of the water and the cooling liquid. Keep the concentration
specified by manufacturer.

Fill the mixture of the water and the cooling liquid to the tank 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.

Keep by manufacturer specified recommendation for adding the anticorrosive agents,
the antifreezes or other agents! For mixture of two different mixes can produce toxic
and aggressive mixes, which can threaten your health or damage cooling system of the
machine!

Note:

If machine is equiped with microniser, fill microniser with
prescribed cooling liquid. This made the Microniser ready
for use.
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2.9. Putting into operation of the hydraulic unit
Before the first run check:
1 thetankis filled with the prescribed oil to upper limit

M pumpis not running in the opposite direction. Hydraulic generator must not be
operated in opposite directions of rotation for longer than 5-10 seconds.

9 connections are properly tightened, pipes assembled without internal stress
M wiring matches with electrical and hydraulic diagrams

1 the electric motors (pump and cooler) are properly connected and have the
prescribed rotation

9 the hydraulic accumulator with nitrogen gas to the specified value
1 aux elements work right (thermometer, level gauge, heater)

First run (Attention — working pressure on securing valve is set by producer in
accoring the hydraulic diagram):

In the short intervals activate an electric pump

check for leaks and noise

Bleed the hydraulic circuit

if possible, test the circuit function with minimum load

test the electrical equipment

1
1
1
1
1
1

during operation monitor measuring equipment, noise, height and temperature of
oil in the tank

9 During this time a careful bleeding off for the whole hydraulic system is necessary.
In case there is no bleeder port, the power pack will bleed itself after a while via
the air breather on the tank or the return line filter.

1 After multiple start-up.

2.9.1. Filling the reservoir with hydraulic oil

QOil regulations and recommendations of the manufacturer in the technical
documentation (appendix) are to be carefully observed. For standard power packs we
recommend the oiltype OH-HM32 (DIN 51524) of all known oil manufacturers.

Power packs have to be filled up with clean, pre-filtered oil! The purity of the hydraulic
fluid must correspond to the class 10 NAS 1638 (reachable with filter § =75)!

Filling from container, such as barrels, backets, etc. is not recommended or permitted!

The maximum oil level will be shown on the upper marking at the dipstick or the sight
level glass. Overfilling has to be prevent. The maximum filling rate of 15 I/min shouldn’t

be exceed.
Oil type Kinematic viscosity vin mm?/s in relationship to the fluid Freezing
temperatur point
0°C 20°C 40°C 60°C 80°C °C
OH-HM 32 220 100 32 15 7 -40
OH-HV 32 180 67 32 17 11 -40
3 O Manual version:  1.12/Nov 2017
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2.10.

2.10.1.

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.
9  Electrical parameters of the machine:
1 Service voltage: ~3%400V, 50 Hz, TN-C-S
1 Totalinput 2,9 kw
T Max fuse: 32A

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

Note:

The socket with the fork can be used only at the machines
with the rated current less than 16 A and total input less
than 3 kW.

In case the machine is connected with a direct connection, an extra main switch must
be added which can be locked in zero position.

Attention!
In this case the extra main switch becomes primary and the
main switch on the machine has only secondary function.

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.
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In case the direction of the saw band does not match, two phases at the terminal strip
must be switched

2.10.2. Check machine connection into electrical network

Attention!
When you connect the machine to the electrical network
observe correct connection of all phases!
ENGINE IN IN HYDRAULIC AGGREGATE CANNOT BE

@ OPERATED WITH REVERSE TURNING MORE THEN 10
SECONDS!!!

@®

2.11. Check machine function

Before starting the check machine functions, you must read the chapter ,Machine
operation’. Do not carry out check machine functions, if you do not comprehend
meaning of all buttons and all machine functions.

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 and the feeding vice. Drive the front feeder from the
front position to the rear position. 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
iregularities. If all machine functions are right, the machine is ready for operation .

2.12. 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.

2.13. Saw band

To reduce the risk of injury, refit the saw band cover only after you have installed and
tightened the saw band.
~

2.13.1. Saw band size
2910 x 25 (27) x 0,9 mm

2.13.2. 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 recommended Variable tooth system for band saw.
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2.13.3.

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:

ZpZ — 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

To achieve the full life of the blade is recommended to carry out its initial run. T

Running-in: Cut the material with the frame lowering reduced to 50% only. When
vibrations occur increase or decrease the band speed. 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 N
running in of the saw band avoids micro-breaks on the cutting edges of new saw band * X
ensuing from first excessive stress. This would decrease service life substantially.. J

Note: Run regrinding saw bands too.

The optimal running in of the saw band produces ideal rounded cutting edges and
therefore the conditions for an optimal service life..
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2.13.4. 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 2x5S). 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 185 185 14S 14S
3 24S 185 145 145 10-14 S 10-14S
4 24°S 14 S 10-14 S 10-14 S 8-12S 8-12S
5 18S 10-14S 10-14 S 8-12S 6-10S 6-10S
6 185 10-14 S 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 5-8S 5-8S
12 = 6-10S 5-8S 5-8S 4-6 K 4-6 K
15 - 5-8S 5-8S 4-6K 4-6K 4-6 K
20 = = 4-6K 4-6K 4-6 K 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 4-6 K 4-6 K
4 6-10S 6-10S 5-8S 4-6K 4-6K 4-6K
5 6-10S 5-8S 4-6 K 4-6K 4-6 K 3-4K
6 5-8S 5-8S 4-6 K 4-6K 3-4K 3-4K
8 5-8S 4-6K 4-6 K 3-4K 3-4K 3-4K
10 4-6K 4-6K 4-6 K 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 1,4-2K 1,4-2K 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 - - - 0,75-1,25K 0,75-1,25K 0,75-1,25K
200 = = = 0,75-1,25K 0,75-1,25K 0,75-1,25K
SOLID MATERIAL (D = mm)
D D . D D D
Constant tooth system Variable tooth system
length of the cut D tooth system (Z,Z) length of the cut D tooth system (Z,7)
to 3 mm 32 to 30 mm 10-14
to6mm 24 20-50 mm 8-12
to 10 mm 18 25-60 mm 6-10
to 15 mm 14 35-80 mm 5-8
15-30mm 10 50-100 mm 4-6
30-50mm 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 1,25
700-3000 mm 0,75
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3. Ovladani stroje/
Bedienung der Maschine/
Machine control
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Control panel - description

3.1.

Ergonomic 290.250 GANC without frequency converter

3.1.1.
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Stop the saw band drive

S

Lift the saw frame

—)

Start the saw band drive

Start the hydraulic aggregate

Feeding vice to the back position

Open the feeding vice

Open the main vice

Feeding vice to the forward position

Close the feeding vice

W O NI & \ny N W N

Close the main vice

Saw frame down

-
S

—)
—)

Close the hydraulic aggregate

F1 -Functional button

12

Button function is described in the text.

F2 —Functional button

13

Button function is described in the text.

F3 —Functional button

14

Button function is described in the text.

Display

15 There is depicted operating mode and it allows dialogue with service
workers.

Switch for selection of operating mode

- for selection of the operating mode:

16 II_“I Semi — automatic mode

ﬂ Automatic mode

0 Set mode

Start safety circuit

17

Switch on the safety circuit by pressing the button.

START button- automatic cycle

18

Start of the automatic cycle.
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19

STOP button- automatic cycle

It uses for stopping or breaking of the automatic cycle.

20

TOTAL - STOP button

Shutting the machine down in emergency situation!

21

Governing valve
Adjust the speed of the arm sinking to the cut by governing valve.

Notice: If you keep closing the throttle valve too tightly, the valve seat may
wear off which causes its leakage. Therefore, close the valve always gently.

Switch of the speed selection

You can select the speed of the saw band 40m/min or 80 m/min (it is not in
the diagram, it is placed on the engine).

B
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3.1.2. Ergonomic 290.250 GANC with frequency converter
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(=]

Stop the saw band drive

—)

Lift the saw frame

Start the saw band drive

Start the hydraulic aggregate

Feeding vice to the back position

Open the feeding vice

Open the main vice

Feeding vice to the forward position

Close the feeding vice

W O NI & \ny &N W N

Close the main vice

-
S

Saw frame down

—)
—)

Close the hydraulic aggregate

-
N

F1 -Functional button

Button function is described in the text.

13

F2 —-Functional button

Button function is described in the text.

14

F3 -Functional button

Button function is described in the text.

15

Display

There is depicted operating mode and it allows dialogue with service workers.

16

Lockable switch with key

Select the operating mode. In "0" position is possible take off the key.

II_"I Semi — automatic mode

m Automatic mode

0 Set mode

17

Start safety circuit

Switch on the safety circuit by pressing the button.

18

START button- automatic cycle

Start of the automatic cycle.
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19

STOP button- automatic cycle

It uses for stopping or breaking of the automatic cycle.

20

TOTAL - STOP button

Shutting the machine down in emergency situation!

21

Governing valve
Adjust the speed of the arm sinking to the cut by governing valve.

Notice: If you keep closing the throttle valve too tightly, the valve seat may wear off which causes
its leakage. Therefore, close the valve always gently.

22

Frequency convertor

Turn to change the speed of the saw band 20m/min or 90 m/min.
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3.2. Starting the band saw

3.2.1. Switch on the band saw

1. Switch on the main switch of the band saw. The main switch is situated on the
side of the switchboard.

2. Switch on the safety circuit of the band saw (button 17 — control panel of the
band saw)..

3.2.2. Feeder reference position

" MODE SELECTION " 1. Press button F1, enter to menu:
" Mode select. switch " Reference.
" is in position '0" "
"<REFER> <SERVICE>"
2
" AUTOMATIC SETUP OF " 2. Press button F2. Feeder drives to the
" REFERENCE POSITION " reference position.
" FEEDER "
" <START> "
" REFERENCE POSITION " 3. Assoon as the notice “Feeder reference
. FEEDER . position is set correctly” appears on the
display, press button F2. Reference
" SET CORRECTLY " position is se.
" <OK> "
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3.3.

3.4.
3.4.1.

Semi-automatic cycle

There is possible to make the individual cuts. The adjusting of the desired length is
performed semi-automatically.

III "

2. Open the main and feeding vice by means of buttons 6 and 5.

1. Turn switch 16 to position |

3. Insert the material to the feeding vice .

4. Clamp the material to the feeding vice by button 8.

5. Drive the material to the desired length, which you want to cut by buttons 4 and 7.
6. Clamp the material to the main vice by button 9.

7. Press button START. The band saw cuts the material.

8. When material cutting is finished, the saw arm is lifted up and button START starts
to blink. Now you can remove the blank.

Automatic mode

Cycle preset

Turn switch 16 to position ﬂ to pre-set the automatic cycle..

The band saw allows preset and store 10 programmes. Each of the programs has 20
pre-selections.

Definition explain:

Pre-selection is programme part, which includes the length of blank and pieces number
of the set length.

Program consists of 20 pre-selections and it is performed during automatic cycle.

" Preselection No.: 10of20" 1) Adjust the length of blank. Press
button F2.

"Length: 0.0 mm " uton

" Pieces: Opcs”

"<BACK> <NEXT> <DONE>"

F1| [F2| |F3

Preselection No.: 1 0of 20" 2) Adjust the pieces number. Press button
F2. Pre-selection number 1 is pre-set.

"Length: 0.0 mm
" Pieces: Opcs”

"<BACK> <NEXT> <DONE> "

F1| [F2| |F3]
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Preselection No.: 2 of 20"
"Length: 0.0 mm "

" Pieces: Opcs”

"<BACK> <NEXT> <DONE>"

3) Pre-set the other pre-selections by
repeating points 1 and 2. Press button F3.
Preset is finished.

Note: Finish the cycle preset by button
F3isimpossible, if the length or pieces
number has null value in set pre-
selection. That means the length and
pieces number must be bigger than null.

4) Programme will be effected from
beginning to the pre-selection, in which
will be finished preset by pressing button
F3 <DONE>. That means, if you pre-set 3
pre-selections and you finish the preset
by pressing button F3, pre-selections 1,2
and 3 will be effected.
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3.4.2. Program storing

The band saw allows storing of 10 different programs

" Preselection No.: 30f 20" 1) Press button F3

Length: 0.0 mm
" Pieces: Opcs”

"<BACK> <NEXT> <DONE>"

" EXTENDED EDITING: " 2) Press button 2 to enter Memory menu.

"1 = Preselection
" 2 = Memory
"<BACK> <DONE> "

() = (F]

"k MEMORY  ***" 3) Press button F2 to store the program.

" F1 = Load program

" F2 = Save program

<BACK>"
ek MEMORY %% 4) Set the memory number (0-9), where
" Rewrite mem. No: X " you want to store the program. Press
button F2.

"<BACK> <OK> "
(2] [r2] =

" Cutting program was " 5) Confirm the program storing by
pressing button F2.

successfully read "

to memory No: X "

n <OK> n

Fl. F3
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3.4.3. Program selection

" Preselection No.. 30of 20" 1) Press button F3 to open the program.
" Length: 0.0 mm"
" Pieces: 0 pcs.”

"<BACK> <NEXT>< -FN->"

" EXTENDED EDITING: " 2) Press button 2 to enter Memory menu.

"1 = Preselection

" 2 = Memory
"<BACK>  <DONE>"

[Ft] = [e

"k MEMORY %% 3) Press button F1 to open the required
"F1 = Load program " program.
"F2 = Save program
<BACK>"
"k MEMORY %+ 4) Set the memory number (0-9), from

which you want to open the program.

Read memory No: X Press button F2.

"<BACK> <OK> "
[Ft] [r] =

" Cutting program was " 5) Confirm the program opening by
pressing button F2.

successfully read "

" from memory No: X "

<OK>

Fl- F3
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3.4.4. Editing

The length of blank or pieces number is possible to change this way:

1) Open the program in which you want
to make a change (see chap. Program
selection).

2) Adjust the pre-selection, which you
want to change, by pressing buttons F1

and F2.
" Preselection No.: 2 of 20" 3) Adjust the new length of the blank.
Press button F2. The length of blanki
"Length: 200.0 mm" CLisr?geljj on e lengihorblankts
" Pieces: 2 pcs.”
"<BACK> <NEXT>< - FN->"
" Preselection No.: 2 of 20" 4) Adjust the new pieces number. Press
button F2. The pieces number is
"Length:  250.0 mm" crlljanged P . '

" Pieces: 2 pcs.”

"<BACK> <NEXT>< -FN->"

5) You can change the other pre-
selections by repeating points 2 - 4. Press
button F3, editing is finished.

6) Save the program (see chap. Program
storing).
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3.4.5. New Preselection inserting

The new Preselection inserting is performed this way:

1) Open the program, in which you want
to perform the change (see chapter
Program selection).

Preselection No.: 3 of 20" 2) Select the preselection, where you
. ) . want to insert the new preselection by
Length:  200.0 mm pressing buttons F1 and F2. The new
" Pieces: 2 pes.” preselection is inserted in front of the old
one.
"<BACK> <NEXT>< - FN- > "

" Preselection No.: 30f 20" 3) Press button F3.
"Length:  200.0 mm"
" Pieces: 2 pcs."

"<BACK> <NEXT>< -FN->"

"EXTENDED EDITING: " 4) Press button 1 to enter Preselection
menu.

"1 = Preselection "
" 2 = Memory "

"<BACK> <DONE>"
[Ft] = [m]

"k PRESELECTION ***" 5) Press button F1 to insert the new
Preselection to the program. The other
Preselections are shifted.

" F1 = Insert Presel. "

" F2 = Delete Presel. "

" <BACK> "
" Preselection No.: 30f20" 6) Set the new length of the blank. Press

button F2.
" Length: 0.0 mm"

" Pieces: 0 pcs."

"<BACK> <NEXT>< - FN->"
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3.4.6.

" Preselection No.: 30f20"
"Length:  100.0 mm"
" Pieces: 0 pcs."

"<BACK> <NEXT>< -FN->"

Clearing memory

7) Set the new number of the pieces.
Press button F2.

8) Now, you can insert the other
Preselection by repeating points 2 to 7.

9) Store the program according to the
chapter Program storing.

Clear the adjusted Preselection from the memory is possible this way:

" Preselection No.: 30of 20"
" Length: 200.0 mm "
" Pieces: 2 pc s."

"<BACK> <NEXT>< -FN->"

" Preselection No.: 30of 20"
" Length: 200.0 mm "
" Pieces: 2 pcs."

"<BACK> <NEXT>< -FN->"

" EXTENDED EDITING: "
" 1= Preselection "

" 2 = Memory "
"<BACK>  <DONE>"

[F] ~ [Fs]

1) Open the program, in which you want
to perform the change (see chapter:
Program selection).

2) Select the Preselection, which you
want to clear by pressing buttons F1 and
F2.

3) Press button F3.

4) Press button 1 to enter Preselection
menu.
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"% PRESELECTION **** 5) Press button F2 to clear the selected
Preselection from the program. The other

F1 = Insert Presel. Preselections are shifted.

" F2 = Delete P resel. "

M <BACK> "

6) Now, you can clear the other
Preselections by repeating points 2 to 5.

7) Store the program according to
chapter: Program storing.

3.5. Automatic cycle with material cutting

If you want to cut the material end before starting of the automatic cycle pre-set, you
must continue this way:

1) Make following after finishing of the
automatic cycle pre-set.

"SETUP OF THE RETURN " 2) Adjust the arm cca 3 cm above the

. B material by pressing buttons ,Saw arm
POSITION OF SAW - ARM up” (1) and ,Saw arm down" (C). The saw

“ (pos. after the cut)" arm will be returned to this height always.

" <END> <DONE> "

[F] [r2]

3) Store the adjusted position by pressing
button F2.

Note: Return to the pre-set by pressing
button F1.

" AUTOMATIC TRIM CUT " 4) Press button F1 <YES> for material trim
cut.

" <YES> <NO> *
[F] - [F8]

" AUTOMATIC TRIM CUT " 5) Press button START (18). The saw
" Press the START makes the trim cut.
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" AUTOMATIC TRIM CUT "

Wait until "

the cut is finished "

AUTOMATIC CYCLE "

Press button "

" SETUP OF THE RETURN "
" POSITION OF SAW - ARM "
" (pos. after the cut)"

" <END> <DONE> "

F1

72|

" AUTOMATIC TRIM CUT "

<YES> <NO> "
z
AUTOMATIC CYCLE "

Press button

START "

6) The report about course of cutting
appears on the display during material
cutting.

7) When the cutting is finished, press
button START again. The saw makes the
pre-set of automatic cycle.

" START "
8) Button START starts to blink after
finishing of the automatic cycle. Now you
can remove blanks.
3.6. Automatic cycle without material cutting

If you do not want to cut material end before starting of the automatic cycle pre-set,
you must continue this way:

1) Make following after finishing of the automatic cycle pre-set.

2) Adjust the arm cca 3 cm above the
material by pressing buttons ,Saw arm
up” (1) and ,Saw arm down” (C). The saw
arm will be returned to this height always.

3) Store the adjusted position by pressing
button F2.

Note: Return to the pre-set by pressing
button F1.

4) Now press button F3 <NO>, you do
not want to make the trim cut.

5) Press button START. The saw makes
the pre-set of automatic cycle.
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6) Button START starts to blink after
finishing of the automatic cycle. Now you
can remove blanks.

3.7. Cycle breaking
The cycle can be stopped by 2 ways

a) Press button STOP (button 19 — control panel) — the saw interrupts the actual cut,
the saw arm lifts to the starting position and it stops.

b) Press emergency button TOTAL STOP (button 20 - control panel) in emergency
causes! The safety circuit is broken and the saw band drive is stopped too.

3.8. Blanks removing from the band saw
Button START starts to blink after finishing of the cutting cycle. Now you can remove
blanks.

3.9. Service menu

Service - adjusting of the cutting parameters. All parameters are possible to find in
service menu.

3.9.1. Entrance to service menu

" MODE SELE CTION " Turn switch (16) to position ,0" and
press button F3 to enter to service
menu.

" Mode select. Switch "

is in position

"<REFER> <SERVICE>"

F1

3.9.2. Vice parameters

By setting the time opening of both vices you can set, distance of the movable jaw
vices opening, it means, the vice is opened any more, when the time is set longer. This
function is used in case of the cutting of the rough materials. Is necessary to set longer
vice opening, that the material will be released. Smooth materials has set shorter vice
opening. Shorten the time of the cycle. Time of the vices opening is 1 second.

"1 = Clamp params. 1) Press button 1 to enter to menu: Vice

" 2 = Cooling params. " parameters.
" 3 = Cutting params. "

" <NEXT> <DONE>"

" CLAMP OPENING TIME " 2) Feeding vice (upper row) — adjust the
time, press button F2.

"< -]O[ ->:x.xsec
The main vice (lower row) — adjust the
time, press button F3 for returning to
" <NEXT> <MENU>" main menu.

"< -][ ->:xXxsec
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3.9.3. Cooling parameters

You can select the cooling with the water, Microniser or without cooling.

" 1 = Clamp params. Press button 2 to enter to menu:

"2 = Cooling params. " Cooling parameters.
" 3 = Cutting params. "

" <NEXT><DONE> "

- [r2][Fs]

Cooling type

You can select the cooling with the
water, Microniser or without cooling.

"1 =Cooling type " 1) Press button 1 to enter to menu:
Cooling type.

" 2 = Cooling mode

" <MENU> "
F1  F2 -

2) Select the desired cooling mode. The
" 1= Water cooling [x]" selected item is marked ,x".

" 2= Microniser []"

button 1 - saw band cooling with the

"3=No cooling []" water

" <MENU>" . )
button 2 - saw band cooling with

£1 £2 . Microniser

button 3 — without cooling of the saw
band

3) Press button F3. The selected cooling
type is stored and you can return to the
previous menu

Cooling mode

You can select, if you want to stop the
cooling in upper or lower position or
do not stop the cooling.
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"1 =Cooling type " 1) Press button 2, to enter to menu:
Cooling mode.

" 2 = Cooling mode

" <MENU> "

2) Select the desired mode of cooling
stopping. The selected item is marked

HX .
"1=Top pos shutoff [x]"

"2=Bot.pos shutoff [ ]"
P [] button 1 - stop the saw band cooling

"3=No shutoff []" after cutting finishing in top position of
" <MENU> " the saw arm.
Button 2 - stop the saw band cooling
after cutting finishing in down position
of the saw arm.

Button 3 - do not stop the saw band
cooling after cutting finishing.

3) Press button F3. The selected cooling
type is stored and you can return to the
previous menu. To another pressing
button F3, you can return to the service
menu.

3.9.4. Cutting parameters

You can select, if you want to stop the saw band drive in upper or lower position of the
saw arm, or do not stop the drive.

" 1=Clamp params " 1) Press button 3 to enter to menu:

. Cutting parameters.
" 2 = Cooling params " gp

" 3 = Cutting params

" <NEXT><DONE> "

2) Select the desired mode of the saw
band stopping. The selected item is
"1=Top pos shutoff [x]" marked ,x".

"2=Bot.pos shutoff [ ]"

"3=No shutoff []" button 1 - saw band stopping in top
. <MENU> " position after cutting finishing.
Button 2 - saw band stopping in down
position after cutting finishing.

Button 3 - do not stop the saw band
after cutting finishing.
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3) Press button F3. The selected mode
of band stopping is stored you can
return to the previous menu.

3.9.5. Swarf conveyor operation
Note: The swarf conveyor is added to the band saw only by customer request.
You can select from 3 possibilities of swarf conveyor operation in automatic cycle.

" 1 = Clamp params 1) Press button F2 — other. Shift to the

" 2 = Cooling params " nextmenu.
" 3 = Cutting params "
" <NEXT><DONE> "
o [R] R
" 1 = Machine params. " 2) Press button 3 to enter to menu:
"2 = Language " Swarf conveyor operation.

" 3 = Swarf conve.mode"

"<BACK> <NEXT> <DONE>"

3) Select the desired swarf conveyor
operation. The selected item is marked

"

nX .
" 1=Along with band[ ]"
" 2=Manual shut - offf J" Button 1 - starting and stopping of the
" 3=Manual control X" swarf conveyor together with saw
band.
" <MENU> "
Button 2 - starting of the swarf
conveyor automatically, but stopping
F1 F2 - of the eliminator is performed

manually.

Button 3 - starting and stopping of the
swarf conveyor is performed manually.

4) Press button F3. The selected mode
of swarf conveyor operation is stored,
you can return to the previous menu.
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3.9.6. Machine parameters

"1 = Machine params. 1) Press button 1 - Machine
parameters to shift to the next menu,

where you can set the required
"3 = Swarf conve.mode " parameter.

"2 = Language

"<BACK> <NEXT> <DONE> "

2) Set the required parameter:

Correct - use numerical keyboard to set
the required correction value. This value
sets correction of feeding in mm/inch

by reason of the width of the saw band.

" Cor rect. = mm

" Feeder = mm "
Feeder - use numerical keyboard to set
the required feeding length.

" <MENU> " )
Advice!
- F2 . Button F1 - press to use a hydraulic
bundling device PZH.
If the machine is equipped with PHZ -
display [1].  If the machine is not

equipped with PHZ -display [0].
Button F3- back.

"F1=PzHused? []"

3.9.7. Language selection

"1 = Machine params. Press button 2 - Language to shift to

the next menu, where you can set the

2 = Language required language.

"3 = Swarf conve.mode "

<BACK> <NEXT> <DONE> First level password (user) is required to

- - - enter this menu:
1 password: 947

3.9.8. Length units selection

You can select the length units: millimetres or inches.
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"1 = Machine params.
"2 = Language "
"3 = Swarf conve.mode "

"<BACK> <NEXT> <DONE>"

"1 = Regulator
"2 = Length correct "
"F1= mm(1) inch(0)[1] "

M <MENU> "

oo [A

Regulator of position

"1 = Regulator
" 2 = Length correct "

" F1= mm(1) inch(0)[1]"

" <MENU>"

[Et] - [F]

3.9.10. Length correction

1) Press button F2 - other. Shift to the
next menu.

2) Select the length units: millimetres or
inches by repeated pressing button F1.

1 = millimetres

0=inches

3) Press button F3. The selected
parameters are stored and you can
return to the previous menu.

Reserved for the service purposes.

Second level password (service) is
required to enter this menu.

In case of multi-feeding it is possible to set a plus or minus correction value. This value
sets correction of each other feeding (except the first) in mm/inch).

" 1 = Regulator "

" 2 = Length correct "
" F1=mm(1) inch(0)[1]"
" <MENU>"

(] -~ [

1) Press button 2 - Length correct to
shift to the next menu.

First level password (user) is required to
enter this menu:

M password: 947

58




Bomar

" Korekce = 0,2 mm"

" Korekce = 0,008 inch"
"Fl=0=() 1=( )L
" <MENU>"

(] - [

2) Use numerical keyboard to set the
required correction value.

Press button F1 to change the plus or
minus correction value.

3) Press button F3. The selected
parameters are stored and you can
return to the previous menu.
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3.9.11.

3.10.
3.10.1.

3.10.2.

Service menu closing

"1 = Machine params. "
"2 = Language "
"3 = Swarf conve.mode "

"<BACK> <NEXT> <DONE> "

F1 \Fz

73]

Band saw adjusting

Nastaveni fezného uhlu

R60°
(+60°%)

R45°
The cut angle can be varied from 0° to 60°. pr (67

1. Lift the saw frame and release-securing lever of the console.

2. Set the desired angle of the cut according to the scale on the turning console.

3. Tighten the securing lever of the console.

ut §hn| 2 o |uvomit |
festziehen . °seil
tighten release !

Cutting speed setting Ergonomic 290.250 GANC without
frequency converter

Zadanou feznou rychlost nastavte oto¢enim piepinace.
Poloha 1 -40 m/min

Poloha 2 — 80 m/min.

Press button F3. Service menu is closed.
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3.10.3. Cutting speed setting Ergonomic 290.250 GANC with
frequency converter

Speed of the saw band is possible change using the frequency convertor. You can
effect to adjusting speed of the saw band following.

1. Turnthe switch 16 to the position II_"I (semi-automatic mode).

2, Use the frequency convertor 22 to adjust requested speed of the saw band

3.10.4. Setting of the bundling system

The bundling system allows material clamping to the vice (main and feeding) from the
upside. This advantage is exerted for cutting more pieces of the material (for example
rods or tubes) together.

Note: The bundling system is added by request and is necessary to book it separately.

ATTENTION! If the bundling system is installed on the main vice, is possible to cut the
material with height max. 110 mm!!

Setting of the bundling system on the main vice
1. Release the securing nut (see arrow 2).

2. Set the jaw of the bundling system about 3 mm above the material by screw (see
arrow 1)

3. Tighten the securing nut again. The bundling system is set.

Note: The bundling system on the main vice is possible whenever deactivate by close
Dismantling and assembling of the bundling system on the main vice

If you want to cut material, which is higher than 110 mm, is necessary to dismount the
bundling system.

1. Close the valve on the supply line.

2. Screw off (see arrows) on the bundling system.
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3. Remove the bundling system from the jaw of the vice. Disconnect the hydraulic
hoses!

Note: At assembling, you must proceed from the last point to the first point.

3.10.5. Optimal adjusting of the guide cubes span

If you want to achieve a smooth and precise cut, it is helpful to position the guide cube
as close as possible to the material.

1. Release the lever of the left listel and move left part of the guide apparatus so that
the left guide cube edge is as close to the cut material as possible.

2. Lower the frame to the lower position and check the position of the guide cube
towards vice loading area. The guide cube must be a distance of at least 10 mm
from the vice loading area.

3. Tighten the lever of the gib and check the guide cube setting once more for
possible collision with binding table or vice jaw.

3.10.6. Swarf conveyor operation

Note: The swarf conveyor is supplied to the band saw only by request.
In semi-automatic cycle

Swarf conveyor ON - press together F1 and 3 buttons.

Swarf conveyor OFF - press together F1 and E buttons

In automatic cycle

The swarf conveyor operation is adjusted according to chapter Service menu.
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3.11. Cutting pressure regulation

The band saw ergonomic 290.250 GANC is equipped with cutting pressure regulation
on the right guiding cube.

Pressure regulation is performed with regulation wheel on the guiding cube. Screw on
the wheel - downfeed pressure is bigger. Screw off the wheel - downfeed pressure is
smaller.
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