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EC Declaration of Conformity

1) We: BOMAR, spol. s.0.
TnHAebn2 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 launc
by us meets the relevant basic safety requirements of the decreéthe 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 uber.
the event of any device modification not approved by us this declaration shall lose its validity

Name: Band Saw

Type : Ergonomic 290.250 GAC

Serial number:

Manufacturer BOMAR, spol. s r.o., TnHebn2z 1236/1, 62
Product data

Determination: for cross dividing and cutting of rolled and towed bars and profiles made of steel, stainle
steel, nonferrous metals and plastics

Description: Stand, table, cutting unit wh the arm, saw band and drive, hand clamping device, coolin
system, machine control
Pneumatic NO [X] YES Hydraulic NO[_] YES  Control systemNO [_] YEX]

]

Technical data: Cutting rate 40/80 m.mint1 (variator)
20-90 m min-1 (FC)
Cutting angle 0A60A
Tot al di mensi 0121407171071700
Total power requirement 2,6 kW
Weight 575 kg
Documentation:

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

The device meets relevant requirements of the given directives: 2006/42/ES
2004/108/ES

The applied harmonized standards, National standards and techng@écifications:

| SN EN |1 SO 1 | SN EN 13898+ | SN EN |1 SO 138
| SN EN | SO | SN EN -5d1.24A%:2009
| SN EN 55011 | SN E N-68&d3R006 | SN EN-6612d20A1:2011

The product is safe on condition of the common and detmined usage.

The conformity judging was performed according

amended.

The declaration of conformity was carried out in the cooperation withthie} V= S| D Czech s.
Novodvor sk&§8 99 49CzechRepublit, Idénhtifieagon rumHBer: 639&21- Inspection body no.

4002.

The inspection certificate no 07.801.283 was issued
/
BOMAR, spol. s r.o. 9’/“& .
Tezebni 1235/1.%2700 Bmo W
%zach Republic
Brno, 29.2.2016 5.8; 2823%89327527 Alfred Pichimann, Managing Director

Name and function of the respoitse

Point of issue, datum . .
subject, signature

1) Person authorized to complete the technical documentation:: BOMAR, spol.s o. , TnHebn2? 1236

Manual version: 1.07 / May 2016
Manual rev.: 1
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2) Name, address and identification number of the subject issuing the conformity declaration (producer of importer)
3) The authorized or accredited body camperating on the conformity judging

If the equipment is installed without safety equipment offered by BOMAR, spol. s ro or its agents and us
by the customer (or buyer) then EC declaration loses validity.
EC Declaation of conformity is valid only if customer (buyer) installed the BOMAR safety equipment with
I machine or with some other with equivalent safety device in accordance with current applicable regulati
u and standards.

All machine elements and componeatthat 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 any person, who gets in contact with
the machine during transportation, installation, using, servicing, reparation, ldtag
or removal!

The operating instructions include relevant informatiohhe operator must
familiarize himself with the installation and operation, safety notes and machine

servicing to reach maximum reliability and lifespan. The operating instructions serve

to avoid risks, which are linked with work on the machirBefore transporting and
using the machine, please read the instructions thoroughly!

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

randitinnl

Machine determination

The band sawErgonomic 290.25G5ACis determined for cutting and shortening of
rolled bars, drawn bars and profiles from steels, stainless steels; feorous metals
andplasticswi t h changeable cutAing angle fr

Combustible materials are excluded from cuttinginy other usage and operation
outside this range are unauthorized and the manufacturer/supplier does not accept
any responsibility for any damages resulting from such misuBke operator has

full responsibility!

The machine is equipped with safety and protectiveeasures for both the operator
and the machine to be protected. Nevertheless, these measures cannot prevent all
injuries. All personnel must read this chapter and understand it, before they start to
work on the machine Always follow the safety instruction3he personnel must

take into account other aspects of the risk, which include the conditions of the
working place and the material.

Attention!
Mind the safety signhs on the machine. Do not remove or
damane them! Keen these lahelsalwavs readahlel

Protective clothing and personal safety

Attention!
An exclamation mark in a yellow triangle signifies a safety
warning. Its meaning is described next to the symbol.

Wear fitting clothes!Loosely fitting clothes may be caught in moving machine parts
and cause serious injuries.

Wear protective glovesMaterial cuts and saw band have sharp edges and may
cause injuries.

Attention!

Gloves can be worn only when manipulating with material

or replacing parts! The machine and its accessories must be
inactive!

If the machine is running, you must not wear gloves! There
is a higher risk of getting caught in moving machinery!

om 0A
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Wear protective shoes with antiskid soléshsuitable shoes may cause loss of
balance and following injury. Dropped blank cuts may cause injuries too.

Wear protective gogglesFlung chips and cooling liquid may damage your eyes.

15
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1.3.

Always wear ear protectionMost of the machines generate acoustic pressup to
80 dB and may damage your unprotected hearing.

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

Operate the machine only when you are fit enough for workinesses or injuries
diminish concentration.

Avoid machine work, which may jeopardize the safety of you and your colleagues!

Safety instructions for machine operator

Attention!

Machine can only be operated by a person older than 18
years!

Machine can be operated only by a person physically and
mentally fit for this activity.

Machine can only be operated only by one person at a timilachine operator is
responsible for other people present near the machine.

The person who is operating the machine using the control elements (control panel
and other) must not either alone or with help of other workers move the cut or
otherwise machined material at the same time.

Follow the instructions and directives for work safety!
Read the operating instructions before you start to work on
the machine! Keep the operating instructions in good
condition!

Close covers before starting the machine and check, if the covers are not damaged.
Damaged covers must be repaired or replaced immediately. Do not start the
machine, if any cover is removed!

Attention!
Do not connect the machine to electricity if thedoor or any
covers are removed. Do not touch thehigh voltage

R T Y S PY 35 R SO

1 Check, if the electric cables are not damaged.

Do not hold or manipulate the material during clamping or cutting!

1 Do not operate the buttons and switches on the control panel wearing gloves!
You may press a wrong button.

1 Make sure, that there is nobody in the working area of the machine (the
working area of the vice, the saw band, the saw arm etc.) during a working
cycle and when starting the machine.

1 Under no circumstances touch any rotating elements.

1 Use the machine only when it is ia good condition!

M Check at least once in a shift, if the machine is not visibly damaged. If you
discover any such damage, you must bring the machine to a halt and inform
your superior!

1 Keep your working area and machine clean and uncluttered! Ensure sufficient
lighting in the working area.

1 Take off any spilt water or oil from the floor and dry it immediately to avoid a
possibility of injury.

1 Do not touch the cooling liquid with bare hands!

B
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1 Do not adjust the cooling liquid nozzle if the machine is running.

1 Do not remove the chips from the working area of the machine, when the
machine is running!

1 Do not use compressed air for machine cleaning or for chip removal!

1  Use protective gear for chip removal!

17
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1.4.

1.5.

1.5.1.

Safety notes for the servicing and repairs

Attention !

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

Switch off the main switch and lock it, before you start service work! This way you
eliminate a possibility of starting the machine accidentally.

Take care when manipulating the frequency converter. It is still energized for 20
minutes aftermachine shutdown.

Always adhere to the safety instructions!
Only an authorized professional can carry out the servicing and repairs.

For parts replacement, use only those, which are identical with the originals.
Otherwise, there is possibility of health hazard.

Use only recommended types of hydraulic oils, oils and lubricants!
Do not remove or lock the limit switches or any other safety equipment!

Any use of the saw, accessories or machine parts other than that intended by
BOMAR, spol. s r.0. company i®t permitted. The guarantee on this product will
be lost afterward and BOMAR, spol. s r.o. takes no responsibility for damage
caused.

Do not turn the machine on if all covers are not in place.

Safety accessories of the machine

The machine is equipped with safety accessories. They protect the operator from
injuries and the machine from damage. The safety accessories include blocking
accessories, emergency switches and covers. Check the function of safety
accessories regularly once a week. If the safetyessories are not fulfilling their
function, interrupt your work and repair or replace the faulty accessory.

Enhanced risk!
Do not come into or intervene in the cutting area.
Otherwise, there isa danger of injury, cutting or squeezing

Total Stop

TOTAL STOButton is used for emergency switching off of the machine in a case
of defect or health hazard. By pressing tHEOTAL STOButton the supply of
electrical power is interrupted.

If any faults or states of emergency appear, immediately press the TOTAL STOP
button!

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

@“\’9
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1.5.2.

1.5.3.

1.5.4.

Sawarm cover

If the cover is opened during operation, the limit switch is opened and the band
saw is stopped. The machine cannot be run with the arm cover open even in the
service mode. The band saw can be first started, when the cover is closed!

Saw band cover

This protective cover envelops the saw band stretching from the guiding cube to
the arm.

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

Feeding vice cover

This cover prohibits access to the feeding vice during operation, thus protecting the
workers from injury.

If the cover is opened during cutting, the limit switch is disconnected (see. arrow)
and the machine is stopped. It is not possible to start the machine even in service
mode.

The band saw can only be turned on, when the cover is closed!
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1.5.5. Saw band stretching and rupture inspection

This device checks the saw band tension and causes immediate machine halt if the
band accidentally ruptures.

The device includes a limit switch. Its adjustment is described in chapter
aMai nt enan @sewtch catefukly arld periddically adjust it if necessary.

1.6. Safety notes for the cooling

Attention!

A When handling the coolant always keep to the work
safety directives and instructions of the manufacturer.

A When handling cooling agents always wear safety
fluid-proof gloves!

A Wear protective goggles!

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

1.6.1. Instructions for first aid

1. Pull off and safely remove polluted, soaked clothing.

2. If inhaled, go outside on fresh air or look for first aid treatment.

skin.
4. Rinse your eyes with water and seek out a doctor.

1. If swallowed, drink a lot of water and induce vomiting. Look for medical help

3. Wash with water and eventually treat with cr ™~

2 O Manual version:  1.07 / May 2016
Manual rev.: 1
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1.7. Um2stnn?2 Gt2tku stroje |/
Maschinenschild position /
Position of machine label
Machine | abel is placed on band sawds base.

21
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1.8. Um2stnn? bezpelLnostn2ch znalek /
Verteilung der Sicherheitszeichen /
Position of safety symbols

NE

Nebezpedi razu
elektrickym proudem
Verletzunggefahr vom
elektrischen Strom

Electrical hazard

Misto pro liziny voziku p

Die stelle fiir Greifen mit den

Gabeln des gabelstaplers

Place for forklift’s skides o

=
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PO:

Noste pevnou pracovni ocbuv
Tragen Sie Sicherheitsschuhe
Wear fixed protective shoes

CzZ:

Piecist ndvod k pouZiti
Bedienungsanleitung lesen
Read the operating instructions

OBS:
Noste ochranné bryle a sluchatka
Tragen Sie eine Schutzbrille und G4l
schutz

Wear protective googles
and headphones

NR:

Nebezpedi fiznuti
Schnittgefahr

Cutting or severing hazard

SP:

Smér pohybu
Bewegungsrichtung
Direction of motion

23
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/. Dokumentace stroje /
Dokumentation der
Maschine /

Machine

documentation
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2.1. Technick8 data /
Technische Daten /
Technical data

Hmotnost stroje / Maschinengewicht / Machine weight
1 Hmotnost / Gewicht / Weight 575 kg

Rozmnr y/l sMasocihei nengr® e / Machine size

1T D®l ka / L&nge / Lenght 2140 mm
T g28ka / Breite [/ Width 1710 mm
1 ViGka / H°he [/ Height 1700 mm
El ektrick® vybaven2 /| Elektrische Ausrgé¢stung [/

T Nap8jen2 |/ Versorgungsspeée ~ 37400
1 P $ 2 k o amptschlGssveert / Total Input 2,6 kW
f Max.ji Gtnn2 |/ Max. FRdser sct 16 A
T Kryt2 [/ Schutzart / Prote IP 54

A k u s tlak £SkHalldruckpegel Acoustic pressure

1 Ergonomic 290.250 GAC Laeqy= 65 dB
Pohon / Atrieb / Drive:

' Typ/Typ/Type TM90 2S B5
T Nap8jen2 |/ Versorgungsspeée ~ 37400 V/2
T Vikon / Leistung / Outoput 1,5kwW
T Jmenovi t/®otownerddrehzahl / Nominal speed 2850 mint

Chl ad2c2 zas$2zen2 |/ Ké¢hlmiteleinrichtung / Coo

f Vikon / Leistung / Outoput 0,06 kW
f Obsah ng&drHe / Volumen v 20dm?

Rozmnr Spgseba/nddi mensi on / Band size:
2910725 (27)170,90 mm
Sezn§ rychlost / Schnittgeschwindigkeit / Cutt
Variator:40/80 m/min

Frequency converte20890 m/min

Sezn® rozsahy / Schnittbereiche / Cutting size

R60°
(+60°%)
R45*
0" {+457)

0A A250 mm 2907 230:290723CG 2407240
R 45A ( A210 mm 220780 :{190723C¢ 1907190
R 60A ( A120 mm 120780 120710€¢ 1007100

Level of acoustic presure:

The equivalent level of the acoustic pressure A (noise) at the position of the operatokis=.65 dB. The
values are indicating the emission levels and may not present safe working levels. Among factors, which
influence real values of the operatords exposu
and level of wear of the saw band these may significantly influence the exposure levels
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2.2, Rozmnrov® sch®ma /
Aufstellzeichnung /
Installation diagram
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2.3. Popis /
Beschreibung /
Description

Podavac /
Vorschub /
Feeder
Trat /
Bahn/
Conveyor
Celo /
Stirn /

N
\ Forehead

Sagerahmen /

Rameno /
Saw arm

raubstock /

Svérak /
h
\

Antrieb /

Pohon /
Drive

2
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2.4. Transportation and stocking
2.4.1. Conditions for transportation and stocking
Follow the recommendations of the manufacturer for transportation and stocking! If
the recommendations are not kept, damage may occur to the machine.
T Dondt wuse a forklift truck for handling the ma
license for it!
T Donot move under suspended | oads! Faul t in the
serious injury.
1 Keep a saf distance from the machine during transport.
1 Temperature of the air must be betweek 2 5 A C  a,ffiodasifof ged
(max. 24 hours) upt&7 0 A C ..
1 Do not expose the machine to radiation (microwave radiation, ultraviolet
radiation, laser radiation,-xay radiation). Radiation can cause problems with
the machine function and deteriorating of the condition of the insulation.
1 Take measures, to prevent damage by dampness, by vibrations and by shakes.
2.4.2. Transport and stocking preparations
Tighten the vice and theoughly oil all smooth surfaces.
1 Lower the saw frame to the lowest position.
1 Make sure to empty the machine of all traces of cooling agent.
1 Fasten all loose parts securely to the machine.
1 Pack and wrap the control panel securely to avoid damage during transport.
9 Put stickers stating the minimum approximate machine weight to at least five
well visible places.
The machine has to be screwed to a pallet for transportation. Make sure the pallet
is firm enough to be able to hold the saw!
2.4.3. Transport and stocking

The machine must be secured sufficiently during transpo
or fall off the vehicle.

Fasten the pallet to the floor of the vehicle.
Beware of damaging the machine during transportation.

It is forbidden to handle the machine in any way different from that written in these
operating instructions (for example lifting it by the saw arm); the machine could get
damaged!

Store the machine only under conditions mentioned in the manual to avoid
damaging it.
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2.5. Transportn?2 sch®ma /
Transport®£ h ® ma /
Transport schneme
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2.6. Activation

2.6.1. Machine working conditions

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

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

1 Atair temperature froml 0 A C t; he tdnpeka@ure average during 24
hoursmusthot exceed 35AC

1 Atrelative dampness of the air in the interval from 30% to 95% (not
condensing). Altitude up to 1000 meters.

1 Do not expose themachine to any radiation (microwave radiation, ultrdolet
radiation, laser radiation,-xay radiation). Radiation can cause problems with
the machine function and deteriorate the condition of the insulation

2.7. Band saw unpacking and assembling

Remove the wrapping from the machine and unpack all parts.

Attention !

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

2.7.1. Machine installing and leveling

Check the floor supporting capacity before installing the machine. If the floor
capacity does not meet the requirements, you must ready a necesdzage for the
machine.

Minimal requirement:

machine weightd Ergonomic 290.250 GAN® 950 kg

+ weight of the accessories
+ maximum weight of material

1. The machine must be leveled horizontally. All feet of the machine must touch
the floor after leveling.

2. The machine must be leveled by means of a calibrated spirit level. Put the spirit
level on the loading surface of the vice. Adjust the roller conveyors according to
the sprit level.

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

4. The machine and all appended parts and accessories must be visible from the
place of operation
2.8. Machine disposal after lifetime

Pour all service fluids (cooling liquid, hydraulic oil) from the machine over into
designated reservoirs. Dismantle machine into separate parts and dispose of them
in accordance with valid directives.
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2.9. Kot evn2 pl an
Verankerungsplan /
Grounding plan

1226
C
i |
1] Qo
Uele | s =
- P — °
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= /
0
9
éﬂ
\J r/

Kotvici materidl / Verankerungsmaterial / Grouding material

+ 4% Chemicka hmozdina / Chemische Dubel / Chemical Plug
+ 4x @12mm Vrtano do hloubky / In die Tiefe gebohrt / Drilled to - 140 mm
« Srouby / Schraube / Screws - 4xM12

Srouby podloZit deskami o min. rozmérech P10x100-100

« Die Schrauben mit Platten mit Minimaldimensionen P10x100-100 unterlegen
Screew must be bottomed with plates (min. dimensions P10x100-100)

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

+10mm/1m
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2.10. Electrical connection

Attention!

Only a qualified professional must carry out the
servicing and repairs of the electric equipment! Take
special care during work with the electrical equipment.
High voltage accident can have fatal consequences!
Always follow instructions for work safety.

Electrical parameters of the machine:

1 Service voltage: ~371400 V, -G® Hz, TN
1 Total input/ 2,6 kw
1 Max. fuse: 16 A

Note:

Values of the cross section of the conductor and the
rated current can be found in the regulations

Before connecting the machine turn off the main power switch and ensure a dry
area for the connection work.

Service voltage must agree with the line volta@bss section of the supply line
must respond with the rated current for max. machine load.

Note:

A socket wittfork can be used only for machines with the edtcurrent
less than 16 A and total input less than 3 kVA.

In case the machine is connected directly to the electrical network terminals, an
extra main switch which can be locked in zero position must be added.

Attention!

In this case the extra switabn the electrical lindecomes the primary
switch and the main switch on the machine has only a secondary

2.10.1. Direction of the saw band check

After the machine has been successfully connected, switch on the machine and run
the driving engine of the band briefly. The movement of the band must be in
agreement with the diretion of the arrow on the saw band cover.
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If the direction of the saw band does not agree, the phases at the terminal line
must be switched
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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. Filling of the cooling system

Prepare a mixture of water and a cooling liquid. Keep the concentration specified
by manufacturer. Remove the cover from the drainage hole.

Pour the mixture into the tank of the cooling system.

When filling the tank with the cooling liquid, take care thtte liquid does not drip
out of the tank and that the tank does not overflow.

When adding anticorrosion agents, antifreeze and other chemicals follow the
instructions of the manufacturer! By mixing various products poisonous and
aggressive chemicals can be created that can damage your health or the cooling
equipment of the machine.

Note:

If the machine is equipped with a Microniser, fill the
Microniser with prescribe d cooling liquid. This makes
the Microniser ready for operation.

2.12. Putting into operation of the hydraulic unit

Before the first run check:

1 the tankis filled with the prescribed oil to upper limit

1 pump is not running in the opposite direction. Hydraulic generator must not
be operated in opposite directions of rotation for longer than-30 seconds.

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

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

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

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

1 Inthe short intervals activate an electric pump
9 check for leaks and noise

1 Bleed the hydraulic circuit
1

if possible, test the circuit function with minimum load
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i test the electrical equipment
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2.12.1.

2.13.

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

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

1  After multiple startup.

Filling the reservoir with hydraulic oil

Oil regulations and recommendations of the manufacturer in the technical
documentation (appendix) are to be carefully observed. For standard power packs
we recommend the oiltype OHHM32 (DIN 51524) of all known oil manufacturers.

Power packs have to be filled up with clean, pfétered oil! The purity of the
hydraulic fluid must correspondto theclassO NAS 1638 (reachable with fi
=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
shouldnlt. be exceed.

Oil type Ki nematic viscosity v in m Freezing
temperatur point

0AC 20AC: 40AC 60AC 80AC AcC

OH-HM 32 220 100 32 15 7 -40

OH-HV 32 180 67 32 17 11 -40

Machine functions check

Before you proceed with the check study the instructions in this manual
thoroughly.

Do not proceed with the check if you did not fully understand all control
elements and machine functions.

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

Check, if all covers are installed and functional.

Check (with the Tenzomat) if the saw band is correctly stretched. If it is
necessary, stretch the saw band. Correct values of the saw band tension
are on the Tenzonat.

Switch on the main switch and check the motors and aggregates (saw
band drive, hydraulic pump, cooling pump, swarf conveyor).

Fully open and then close the main vice and the feeder vice. Move the
feeder from one end to the other. Turn the saw frame of the band saw
from one outer position to the other. Raise the saw frame to the top
position and then lower 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 witcooling liquid. As soon as the cooling
liquid starts to escape from the nozzles of the cooling system, the cooling
system is ready for operation.
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Carry out one cutting cycle without any material. Check, if the machine runs with no
irregularities. If all machine functions run properly, the machine is ready for
operation.
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2.14.1.

2.14.2.

2.14.3.

Bowmar
Saw band
Remove the saw band cover only after you have installe
and stretched the saw band a bit. This way you minimiz

the risk of injury.

Saw band size

29107 25 0,902ni)

Selection of the saw band tooth system

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

1. Constant tooth systend the saw band has a constant tooth pitch all over its
length. This type is suitable for cutting solid materials.

2. Variable tooth systend tooth pitch is variable. Variable tooth system is ke
for profiled materials and bundle cutting. Variable tooth pitch lowers vibrations
of the saw band, increases service life of the saw band and quality of the cut.

BOMAR recommend variable tooth system for its band
saws.

In the table below the type of the tooth system depending on the sizes and profile
of the cutting material is advised.

Footnotes:

Z,Z 3 teeth number on one inch S tooth with zero angles of the teeth K tooth with positive angle of the
teeth

Examples of the tooth system marking:

32S6number a320 me mahgconstant tdoth systdm), p e
|l etter aSo mar ks teeth with zero angle with respect to

406 KOnumbed6 0 aheans 4 to 6 teeth per inch (variable tooth
|l etter aKo marks teeth with positive angle with respec

Saw band runningin

For reaching a full lifespan of the band we recommend performing a runniing

Runningin: Perform a cut with the frame lowering speed at 50%. If vibrations
occur increase or decrease the band
band for appraximately 15 minutes.

When the band has been rufin, increase the lowering speed of the arm to
normal. The running in of the saw band avoids micro chips on the cutting edge
of a new saw band ensuing from first excessive stress. This would decrease its
lifespan substantially.

Note:
Run-in reground saw bands too.
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The optimal running in of the saw band produces ideal rounded cutting edges and
therefore the conditions for an optimal service life are met.
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2.15. Table for teeth selection

SHAPED MATERIAL,(LS = mm)
Dp Dp Dp —_m
S $ s
Note: Table shows tooth system selection for cutting one piece of selected profile. When cutting more pieces of the sele
profile (bundle), you must double the corresponding wall thickness of the profile to get an accurate estimation (i.e., wall
thickness equates to 27S). There are constant and var
Size of the Tooth system (g2)
wall Outer diameter of the profile [3 [mm
S [mm] 20 40 60 80 100 120
2 32S 24s 18S 18S 14 s 14 s
3 24S 18 S 14S 14 s 1B14 S 1®14 S
4 24 S 14 S 1014 S 1014 S 8012 S 8012 S
5 18 S 1®14 S 1®14 S 8012 S 6010 S 6010 S
6 18 S 1®14 S 8012 S 8012 S 6010 S 6010 S
8 14S 8012 S 6010 S 6010 S 538 S 538 S
10 - 6010 S 6010 S 508 S 538 S 538 S
12 - 6010 S 508 S 538 S 406 K 406 K
15 - 588 S 588 S 486 K 486 K 486 K
20 s s 486 K 486 K 486 K 384 K
30 - - - 304 K 304 K 334 K
50 - - - - - 304 K
Size of the Tooth system (42)
wall Outer diameter of the profile Q@ [mm]
S [mm] 150 200 300 500 750 1000
2 1014 S 1014 S 8012 S 6010 S 538 S 508 S
3 8012 S 8012 S 6010 S 508 S 486 K 486 K
4 6010 S 6010 S 538 S 406 K 486 K 486 K
5 6010 S 508 S 486 K 486 K 4086 K 304 K
6 588 S 588 S 4086 K 486 K 304 K 304 K
8 588 S 4086 K 486 K 304 K 304 K 304 K
10 4086 K 4086 K 486 K 304 K 304 K 203 K
12 406 K 406 K 304 K 304 K 203 K 2063 K
15 486 K 304 K 304 K 203 K 203 K 203 K
20 334 K 304 K 203 K 203 K 233 K 203 K
30 334 K 203 K 203 K 203 K 1,82 K 1,82 K
50 203 K 203 K 203 K 1,82 K 1,82 K 1,82 K
75 - 203 K 1,82 K 1,82 K 1,82 K 0,7501,25 K
100 - - 1,82 K 0,7591,25 K 0,7591,25 K 0,751,25 K
150 - - - 0,7591,25 K 0,7591,25 K 0,7591,25 K
200 = - - 0,7501,25 K 0,7501,25 K 0,7501,25 K
SOLID MATERIAL (D = mm)
D D . D D D
Constant tooth system Variable tooth system
length of the cut D tooth system (22) length of the cut D tooth system (22)
to 3 mm 32 to 30 mm 10014
to 6 mm 24 20050 mm 8012
to 10 mm 18 25060 mm 6010
to 15 mm 14 35680 mm 508
1530 mm 10 500100 mm 406
303850 mm 8 700120 mm 405
50080 mm 6 800150 mm 304
806120 mm 4 12@350 mm 283
12@200 mm 3 2508600 mm 1,82
2008400 mm 2 50033000 mm 0,751,25
3003800 mm 1,25
70033000 mm 0,75
In spite of the proposals above, consider your supplie

him for professional advice even though the manufacturers will often recommend
their own saw bands.
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OvlI 8d&8n2 stroje
Machine control /

Bedienung der

Maschine
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3.1. Starting the saw

€@ T Turn on the main switch of the ban saw. It is located on the switchboard
the control panel.

1 Switch on the safety circuitr§ button no. 10 on the control panel

Switching on of the safety circuits is indicated by a lit orange control ligh
on button no. 10.

Without the safety circuits switched on it is impossible to start any of the
machine regimes.

45




Bomar

3.2. Control panel
3.2.1. Ergonomic 290.250 GA@vithout frequency converter

17

10 11 12 |13 |14 |15 16

C button

It is used for deleting of the set value.

E button

It is used for confirming of tk set value.

F16 Functional button
Button function is described below in the text.

F1

F28 Functional button
Button function is described below in the text.

F2

F38 Functional button
Button function is described below in the text.

F3

F48 Functional button

F4

Button function is described below in the text.

0 Switch off the band engine
1 Feeder to the forward position
2 Clamp the feeding vice

Manual version:  1.07 /
Manual rev.: 1
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Clamp the main vice

Lift the saw arm up

Switch on the band engine

Feeder to the rear position

Open the feeding vice

Open the main vice

© : 0 N:O0 01 :bh W

Lower the saw arm down

Switch on the safety circuit

Switch on the safety circuit by pressing button.

11

Cooling system selection

You can select from three possibilities:

C—» Cooling with Microniser

O Without cooling

":5 Cooling with water

12

Mode selection

You can select from three possibilities:

“l Manual mode

O Resting state (service menu)

‘E Automatic mode

13

START button

It starts the cutting cycle.

14

STOP button

It stops the cutting cycle.

15

TOTALS STOP button

Shutting the machine down in emergency!

16

Throttle valve
Adjust the speed of the arm sinking to the cut birottle valve.

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

17

Display

It appears the actual operating mode and it allows the dialogue with operator.
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3.2.2. Ergonomic 290.250 GA8with frequency converter

C button

It is usedfor deleting of the set value.

E button

It is used for confirming of the set value.

F18 Functional button

F1

Button function is described below in the text.

F2 & Functional button

F2

Button function is described below in the text.

F3 8 Functional button

Button function is described below in the text.

F4 8 Functional button

Button function is described below in the text.

Switch off the band engine

Feeder to the forward position

Clamp the feeding vice

Lift the saw arm up

Switch on the band engine

0
1
2
3 Clamp the main vice
4
5
6

Feeder to the rear position
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Open the feeding vice

Open the main vice

Lower the saw arm down

10

Switch on the safety circuit

Switch on the safety circuit by pressing button.

11

Cooling system selection

You can select from three possibilities:

¢ Cooling with Microniser

O Without cooling

ﬁ Cooling with water

Mode selection

You can select from three possibilities:

“l Manual mode
O Resting state (service menu)
G Automatic mode
START button

13

It starts the cutting cycle.

14

STOP button
It stops the cutting cycle.

15

TOTALS STOP button

Shutting the machine down in emergency!

16

Frequency converter

Turn to change the speed of the saw band

17

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

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

18

Display

It appears the actual operating mode and it allows thtBalogue with operator
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3.3. Referencing
MODE SELECTI

o

Mode select. S

o

o

is in position

<REFER> <SER

.F2 F3
74

o

i AUTOMATI C SETU

i REFERENCE POSI

fi FEEDER

fi <START>
- [r2] ]

F4

iF:- REFERENCE POSI

i FEEDER

fi SET CORRECT

fi <OK>
- [r2]Fs]

F4

1. Press buttonF1 enter to menu: Reference.

2. Press button F2. Feeder drives to the reference
position.

3. As soon as the not iitoreis sétF
correctlyo6 appears on th
Reference position is set.
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3.4. Semiautomatic cycle

In is possible to perform individual cuts in serautomatic mode. Setting of the
desired length is done semautomatically.

1. Turn switchl2into position 0.

2. Open the main and feeding vice with buttong and 8.
3. Insert material into the feeding vice

4. Clamp the material with button no2 in the feeing vice

5. With buttons1and 6 move the material into the desired length you want to
cut.

6. Clamp the material in the main vice with button nd.

7. Choose the type of cooling using switch nd1

% Microniser cooling(should it be installgd

O No cooling

ﬁ Water cooling

8. Now press theSTARTutton. The saw will cut the material

9. After the cut is finished the saw arm will move into the upper position and the
START button begins to flash. Now you can remove the cut material.

3.4.1. Cycle interruption

Press theSTOPbutton (no.146 control pane) & the saw will
1_ interrupt the cut and the arm moves into the stéing position, the
saw band drive is stopped.

Press the emergencf OTAL STOPutton (no. 158 control pane)
2_ in a case of emergendyThe safety circuit is disengaged. The saw
band drive is stopped as well
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3.5. Automatic cycle pogramming

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

You can change or clear the adjusted preelection in the stored program. You can
insert the new preselection

Definition explain

Pre selections programme part, which inlades the length of blank and pieces
number of the set length.

Programconsists of 20 preselections and it is performed during automatic cycle

3.5.1. Program creaton

i STEP No.:1 from 1 Adjustthe length of blank. Press buttoFf2
A Length:00 mm i

i Pieces: 0

A<BACK> < NENGTO> <

F1| [F2|F3]|F4]

i STEP No.:1 from 2 Adjustthe pieces number. Press button F2.
i Lengt h: 0.0
i Pieces: Opcs. o
A<BACK> < NENXGSTG> <

F1| | F2|F3]| | F4

Ai STEP No.:2 from 3. Preset the other preselections by repeating points
i Length:0.0 mm # land 2.

i Pieces: 0

A<BACK> <NENF¥D® <

F1| [ F2|F3]|F4]

i STEP No.:3 from 4 set %006 to the length =
i Lengt h: 0.0 program end.

Ai Pieces: 0 ¢

i<BACK> <NEMNFTDd <

F1|| F2 F3]\ F4 |
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3.5.2. Program storing

i STEP No.:3 from 1. Press buttonF4
i Length: 0.0
i Pieces: 0

i< BACK> <NENGTO® <

A EXTENDED EDI TI NC 2 pressbuttor2 to enter to menu: Memory.
i 1 = Step
i 2 = Memory i
A<BACK> <D
[F] =~ = [F]
x> MEMORY 3. Press buttorF2to store the program.
AF1 = Load prograr
AF2 = Save prograr
fi <t
SENCNCN |
fiixoxx MEMORY 4. Set the memory number@-9), where you want
A Rewrite meMli No: to store the program. Press buttoiF2
fl

<BACK> <OK>

[Fe)[r2]Fs] =

o

i Cutting program 5 Confirmthe program storing by pressing
fi successfully re button F2

fi to memory No:

A < OK>
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3.5.3. Program selection

i STEP No.:3 from 1 PpressbuttonF4to open the program.
i Length: 0.0
A Pieces: 0
i<BACK> <NENXFTDd <

F1|| F2 F3HF4]

A EXTENDED EDI TI NC 2 pressbuttor2 to entrance to menu: Memory.
i 1 = Step
i 2 = Memory
A<BACK> <D«
F1
Aoxox MEMORY 3. Press buttorF1to open the program.
AF1 = Load prograr
AF2 = Save prograr
fi <B/
poxoxx MEMORY 4. Set the memory number@9), from which you want
i Read memorXyi No: to open the program. Press buttorF2
fi
A<BACK> < 0OK>
F1||F2|F3|
i Cutting program 5. Confirm the program opening by pressing buttoF2
fi successfully re
fi from memory No:
A < OK>

|F2[Fs]
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3.5.4. Editing existingpre-selection

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

i STEP No.:3 from 1 Adjustthe preselection, which you want to
i Lengt h: 200. 0 change by pressing buttongland F2.
A Pieces: 2 1

<BACK> <NENFDd <

o

F1|| F2 F3HF4]

i STEP No.:30f@om 2 Adjustthe new length of the blank. Press buttol
i Lengt 00D.0 mm f F2
i Pieces: 2 g

<BACK> <NEXTd

o
N

F1| F2 | F3]|F4]

i  STEP No.:20ffd om 3 Adjustthe new pieces number. Press buttdi®
A Length: 100.0
i Pieces:2pcs. 0

A<BACK> <NENFDd <

F1| F2 | F3]| F4]

4. Now, you can change preselections by
repeating pants 2 to 4.

5. Store the program according to chapter:
Program storing.
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3.5.5. New pre-selection inserting

1.

F1

P2

F3 || F4

i STEP No.:3

A Length: 200. 0
A Pieces: 2
A<BACK> <NENF¥B® <
F1| F2|F3]|F4]
i EXTENDED EDI TI NC g4
Ai 1 = Step
A 2 = Memory
A<BACK> <D«
F1
fi*** PROGRAM STEP 5.
AFl= Insert step
AF2= Delete step
f <B!/
i STEP No. :3830fi om 6
i Length:00 mm @
i Pieces: 0
A<BACK> <NENF3d <
F1| F2|F3]|F4]

i STEP No.:3 from 2.
i Length: 200. 0
i Pieces: 2
i<BACK> <NENF¥® <

from 3.

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

Select the preselection, where you want to
insert the new preselection by pressing buttons
Fland F2.

Press buttonF4

Press buttonlto entrance to menu: Pre
selection.

Press buttonF1to insert the new preselection
to the program. The other preselections are
shifted.

. Set the newéngth of the blank. Press button

F2
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i - STEP No.:20ff om 7 Setthe new number of the pieces. Press buttor
i Lengt h: 100.0 F2
i Pieces: 2pcs. o0
A<BACK> <NENFDd <

F1| F2 | F3]|F4]

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

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

3.5.6. Clearing

Clear the adjusted preselection from the memory is possible this way

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

i STEP No.:3 from 2 selectthe preselection, which you want
i Lengt h: 200. 0 to clear by pressing buttons F1 and F2.
A Pieces: 2

A<BACK> <NENFDd <

F1| F2 | F3]| F4]

it STEP No.:3 from 3 pressbutonF4.
i Lengt h: 200.0
i Pieces: 2
A<BACK> <NENFB’ <

F1| F2 | F3]| F4]

i EXTENDED EDI TI NC 4 pressbuttonlto entrance to menu: Pre
i 1 = Step selection.

i 2 = Memory

i<BACK> <D

F1
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o

*** PROGRAM STEP 5 PpressbuttonF2to clear the selected pre
Fl=slemt step selection from the program. The other
pre-selections are shifted.

o

o

F2= Delete step
< B/

SECRNCN |

o

6. Now, you can clear the other pre
selections by repeating points 2 to 5.

7. Store the program according to chapter:
Program storing.
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3.6. Automatic cycle withtrim cut

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

1. Automatic cycle performs after preset
finishing (or after stored program selection).

13

STEP No.:3 from 2 pressbuttonF4to perform the automatic

i Lengt h: 0.0 cycle.
i Pieces: 0
i<BACK> <NENXFDd <

FL||F2 |F3|| Fa

i EXTENDED EDI Tl NC 3 Press buttonF4
Ai 1 = Step

A 2 = Memory

A<BACK> <D(

F1

4. An appeal for setting theheight of the arm
over material will appear

" SETTING THE HEIGHT " The saw arm will return to set height after the
cutting cycle has ended, if the option for
ending the cycle with the arm in upper

" for return after cut " position was choserfsee Service menu
Cutting parameters.

" OF ARM OVER MATERIAL "

"< BACKe <DONE "

Move the arm in desired height and confirm
F1 ‘ F3 ’ set height with pushing the F3 button; set
height will be saved

To cancel the setting push buttor1 set
height will not be saved.

i AUTOMATI C TRI M ( 5 press buttonF1<YES> for material trimming
fi
A<YES> <

F1
i AUTOMATI CUTRA M ( 6 PpPressbuttonSTARTThe saw makes th&im
fi Press the STAI cut

13
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i AUTOMATI C TRI M C 7 Thereportabout course of cutting appears

A Wait until on the display during material cutting.

A the cut is fini:c

i AUTOMATI C CYCLE g PpressbuttonSTARRgain. The saw makes the
A Press button pre-set of automatic cycle.

fi START

fi

9. Button START starts to blink after finishing of
the automatic cycle. Now you can reave
blanks.

3.7. Automatic cycle withouttrim cut

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

1. Automatic cycle performs after preset finishing (or
after stored program selection).

i  STEP No.:3 from 2 PpressbuttonF4to perform the automatic cycle.
i Lengt h: 0.0
i Pieces: 0
A<BACK> <NENXFDd <

F1| F2 F3HF4]

i EXTENDED EDI TI NC 3 press buttorF4
A 1 = Step

Ai 2 = Memory

A<BACK?> <D«

F1
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4. An appeal for setting the height of the arm over
material will appear

" SETTING THE HEIGHT " The saw arm will return to set height after the
" OF ARM OVER MATERIAL " cutting cycle has ended, if the option for ending the
. . cycle with the arm in upper position was chosen
for return after cut (see Service menu, Cutting parameters).
"<BACK> <DONE> "
Move the arm in desired height and confirm set
height with pushing the F3 button; set height will be
F1|  [F3] gnt with pushing ’

saved.

To cancelthe setting push button F1; set height will
not be saved

i AUTOMATI C TRI M ( 5 PpressbuttonF4<NO>, you do not want to trim the
A material.
A<YES> <
F1
i AUTOMATI C CYCLE 6. PressbuttonSTARTThe saw makes the prset of
i Press button automatic cycle.
fi START
]

7. Button START starts to blink after finishing of the
automatic cycle. Now you can remove blanks.

3.7.1. Cycleinterruption

Press buttonSTOP(button 148 control panel)d the saw finishes
1_ the actual cut, arm lifts to the starting position and cycle is
stopped.

Press emergency buttoMOTAL STORbutton 158 control panel)
2_ in emergency causes! The safety circuit is broken and saw band
drive is broken too
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3.8. Service menu

3.8.1. Entrance to service menu

A MODE SELECTIOM Turn switch (16) to [étsi
i Mode select. Swi entrance to service menu.

i is in position

A<REFER> <SERVI

F1 IEII

3.8.2. 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.
Al = Clamp params. 1 Pressbuton 1to entrance to menu: Vice
i2 = Cooling parar parameters.
i3 = Cutting parar
fi <NERDNE>0
F2|F3||F4]
i CLAMP OPENI NG TI 2 Thefeeding vice (upper rowd adjust the time,
i <9O[-> : x.Xx sec press button F2.
A <[ -> : x.x sec The main vice (lower row adjust the time, press
& <NEXT> <Mt button F4 for returning to main menu.

F2|F3 4|

3.8.3. Cooling parameters

You can adjust the cooling stopping of the saw band after cutting finishing

Al = Clamp params. 1 Pressbuttor2to entrance to menu:
i2 = Cooling parar Cooling parameters.
i3 = Cutting parar
f <NEXT><DONE>
F2|F3||F4]
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6 2 Manual rev.: 1




3.8.4.
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n both cases

< MI

p pos shutoff

t.pos shutoff

shut off

< Ml

Cutting parameters

2. Select, if you want to stop the cooling in
semiautomatic or automatic mode,
eventually in both modes.

Button 168 adjust the cooling stopping of the
saw band insemiautomaticmode.

Button 2 d adjust the cooling stopping of the
saw band inautomaticmode.

Button 3 8 adjust the cooling stopping in the
both modes.

3. Select the desired mode of cooling
stopping. The selected item is marked
with number.

Button 18 stop the saw band cooling after
cutting finishing intop position of the saw
arm.

Button 2 d stop the saw band cooling after
cutting finishing indown position of the saw
arm.

Button 3 6 do not stop the saw band cooling
after cutting finishing.

4. Press buttonF4 The selected cooling type
is stored aml you can return to the
previous menu

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

fi
fi
fi

n

1
2
3

Cl amp par ams

Cooling parar

Cutting paratr

<NEXT><DO!

P2

F3 || F4)

1. Press button3 to entrance to menu:
Cutting parameters.

Bomar
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2. Select, if you want to adjust the drive
stopping in semiautomatic or automatic

A1 =1 n -@aemiomati c mode, eventually in both modes.
i2 =1n automatic r
i3 =In both cases Button 18 adjust the drive stopping insemk
i < Mp automaticmode.
Button 2 8 adjust the drive stopping in
F4 automaticmode.
Button 3 8 adjust the drive stopping in both
modes.
3. Select the desired mode of the saw band
stopping. The selected item is marked with
fil=Top pos shutoff number.
A2=Bot.pos shutoff
fi3=No shutoff Button 18 saw band stopping irtop position
i < ME after cutting finishing.

Button 2 8 saw band stopping indown position
after cutting finishing.

Button 3 8 do not stop the saw band after
cutting finishing.

4. Press buttonF4 The selected mode of band
stopping is stored you can return to the
previous menu.

3.8.5. Length units selection

You can select the length units: millimetres or inches

Al = Clamp params 1 PressbuttonF2 Shift to the next menu.
i2 = Cooling parar

i3 = Cutting parar

fi <NEXT> <D¢

F2|F3| | F4

Al = Machine parar 2 PpressbuttonF23other. Shift to the menu:
i = Language Units selection.

A3 = 1Sfwaconve. mode

<BACK> <NEXT> <D(

o

F1| F2 F3]\ F4 |
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AFl= mm(1) [@nach(0) 3 Selectthe length units: millimetres or inches
A by repeated pressing buttorF1.

fi

f <ME! 1= millimetres

F1 F2 F3 - 0 = inches

4. Press buttonF4 The selected parameters are
stored and you can return to the previous
menu.
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3.8.6. Service menu closing

il = Machine parar PpressbuttonF4 Service menu is closed.
2 = Language

A3 = Swar f cdoenvie. r

A<BACK> <NEXT> <D(

FL||F2|F3]|F4)

3.9. Band saw adjusting

3.9.1. Support roller

If set length of the cut material is larger than 380 mm,
remove the support roller to avoid damaging the machine!

In case the set length of feed (see chapter Automatic cycle) is smaller than 380 mm,
use the auxiliary roller to support the material.

Before insertion of the material fasten the roller so that even shorter pieces cannot
fall through. Lay the supportive roller on the guiding rods in such a way, that the
guiding rod runs through the &stening cube of the roller. Set the distance of the
support roller and tighten the fastening cube with a star screw.

Do not try to slide the support roller if the star screw is not loosened.
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3.9.2. Speed adjusting of the arm lowering

Set the speed of the arm lowering to the cut by control valve (positiond 6ontrol
panel).

Set thelower speed of the arm lowering to the cut by turning the switatlockwise

Set thehigher speed of the arm lowering to the cut by turning the switatontra-
clockwise

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.

3.9.3. Cutting speed settingErgonomic 290.250 GA® without frequency
converter
The speed of the saw band can be settherto 40 m.mirrtor 80 m.min. The

setting isperformed by a turning switch located on an electric cupboard on the
drive on the saw arm (see arrow).

3.9.4. Cutting speed setting Ergonomic 290.250 GAZwith frequency
converter

The saw band speed can be changed continuously. The setting is as follows:

1. Turn the switchl2into positionll_“l (semiautomaticcycle)

2. Set desired speed by the frequency converter kndé

7 ~

e

3.9.5. Angular cut setting

RB0°
Band sawErgonomic 290.250 GA€ould make angle cuttings varied frord Ao (+607)
+ 6 0ARglesO A 4 A 6 Gark set by means of the fixed stop. (R+155°0)
o
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Picture How to

1. Lift the saw arm by pressing button "Lift the
saw arm"
2. Release the securing lever.

3. Swivel the saw arm to the desired cutting
angle.

The scale is situated on the side of the turning
console.

4. Check the adjustment according to the
scae.
5. Tightenthe securing lever again.

Angle setting 0 4 5 A using the d&f@ult stops

If the angle is less than 45A, the pin does not
securing lever only and turn the frame to the desired position.

I'f you want to set the angle at 45A using the de¢
and turn the frame to the default stop.
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3.9.6. Optimal adjusting of the guide cubes span

In order to achieve smooth and precise cuts, the band guide cube should be
positioned as close as possibte the material.

1. Release the splice plate of the left stretching listel.

2. Move the left part of the guide so that the edge of the left guide cube is as
close to the material.

Attention!

If the cut material is thinner than 160 mm, check the
distance of the left guide cube edge from the edge of
the clamping table. Guide cube must not overlay the
clamping table area and has to be positioned at least
10 mm from this area. If the cube touches the table, the
machine cannot finish its cycle, because the saw arm
cannot reach its lowest position.

Make sure that the guide cube does not co llide with the
vice. Guide cubes should be placed ca. 40 mm from the
vice jaws.

3. Tighten the splice plate of the stretching listel.
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3.9.7. Vice setting

The band saw does not have vices equipped with hydraulic cylinders with full lift,
the vices have to be adjusted manually according to the diameter or width of the
material to be cut.

1. Loosen the fastening levers of both vices.

2. Open both vices to insert the cutting material.

3. Adjust the vice jaws ca. 3 mm from the cutting material and tighten both
clamping cubes of the vice cylinders.

4. Check that the distance between the material and the jaws match.

If the distance between the material and the jaw is too small, it may cause problems
with the material feed (the friction of the jaws against material may occur).
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3.9.8. Pressure adjusting to the cut

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

Pressure setting is performed with regulation wheel on the guiding cube.
1  Screw on the wheed downfeed pressure is bigger.

1  Screw off the wheed downfeed pressure is smaller.

One visible neck

1  Solid material oved 200 mm

Two visible necks

T PIni ma®Beor AX0mnd o

Three visible necks
1 Pipes and shaped material with surface from 1@5 mm

—— 1 |- shaped material from 206 280 mm

91  Solid material toA 80 mm

Four visible necks

1  Pipes and shapes material with surface to 10 mm

- 1 |- shaped material to200 mm
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3.9.9. Swarf conveyor operation

Attention!
The swarf conveyor is supplied to the band saw only by
request.

1  Swarf conveyolON 0 press togetherFland 3
buttons.

10 ESLEVIIENS G2 1  Swarf conveyolOFFd press togetherFland E

buttons.

_ 1  The swarf conveyor operation is adjusted
In automatic cycle according to chapter Service menu.

3.9.10. Upper pressure adjustment

Attention!
If the machine is equipped with upper pressure, bundle
cutting is possible

1. Open both vices by pressing buttonEeeding vice openingnd button Main
vice opening

width.

3. Release the clamping cube of the vertical clamginylinder, pull the cylinder
to the top position limit and tighten the clamping cube again.
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Insert the first layer of the material, set the vices at a distance of 3 mm from
material, and fasten the levers of gripping cubes.

Insert residual layers of the material. Release again the fastening cube of the
vertical pushing cylinder and adjust its jaw to distance 3 mm from the material.

Fasten the clamping cube of the vertical cylinder.

Attention!
| f the distance is too | arge, t he
materi al inserted?o

Release the pressure roller and adjusto press the bundle from the upper
side on the feeder vice.

Make sure the roller is not too loose. The roller has to touch the material while
moving; the material must be in contact with the roller and not move about
freely.

Make sure the roller does nichave too much pressure on it.

It is recommended to weld the layers together on the rear side during bundle
cuts. Main switch must be switched off during welding.
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3.10.

3.10.1.

3.10.2.

3.10.3.

4

VkI §8d8n2 materi 8§l u
1 Nepohybujte se pod zdvi AenT mi bsemeny
T Nevstupujte nikaS na vs8lelLkovou tr

T PSi up2ng8n2 materi 8l u do s¥mrjSikmualmateri §l nep:
nemanipulujte! Svnr&8k V8m mtHe zptsobit tnHKk®

Vol ba mani pul aln2ho prost$edku

1 PouH2zvejte ke zved8&n2 al pEemi ptosBaedhnteri 8§l
sdostatelnbu nosnost?2

1 Manipulovatsmat er i 8§l em | evynodmz pwiukreim voz2kem nebc
pouHit2zm z8vnsdnich lan a jes$8bu

1 NepouH2vejte vysokozdvipRA®ladtgyuw Ae2kk nebo | e$§l
nem8te opr8§vnnn?2

VK| 8§d8n?z

Vkl 8dejte materi 8l do svhpodrdouneboak, aby se po up
vypadnout %efdstvendlS&kwh® kusy materi §8lu (nap$. tyl
pod@diekj ej i ch prP§sowd® §mi2l &k.v8l elLkov® tratn

PSesvndlLte se, zda je d®lekama8av@hdlaem8l elLkov® tI
krozmnrtm materi 8l u, a zda jehmanestost tratn dost
mateki 8§l u

U kul at ®ho materi 8l u dbejte na to, aby byl ops$ei
anemohlzv 81 eLkov®ho dopravn2ku spadnout!!

Sez8n2 ve svazku

Pokud chcete $Sezat mat egkalli kv en &wrahetk,u,j aikv nde tneer i:
ukl §dat

Ukl 8d8n2 kul at ®h oD bmeajtteer is8pl euc idSol nsnv awz kkuu:| at ®h o mat
tylLe byly ul oHeily tWylke oblr d%tuer Jdieis ®Int mmt Ae doj 2t
psi pobevse WtLi sobn posouvaj?.

Doporulujeme materi 81 psSed $ez8&8n2m ve svazku na
L8sti svazku nosomatPbzod PVStilLl is vsadsbory §m2 vypnnte stroj
hl avn?2hbloe!vywa®gmneti ck8 pole ps§i svadov§n2 by mohl
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4. ddr Hba /stroje
Wartung /
Machine maintenance
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4.1.

Saw band dismantling
1. Setthe arm lifting stop

2. Lift the saw arm to the top position

3. Remove the yellow safety cover(s) of the band. The covers are tightened with
screws

4. Dismantle the back cover of the arm. It is mounted with two M6 plastic head
screws

5. Loosen the holder of the brush and turn it away from the band so it does not
hinder the dismantling of the band. It is fitted with one M6 hex bolt

78
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6. By turning the tightening star to the left loosen the stretching tife band.

7. Pull the saw band from the wheels

8. After that pull out the band carefully from the guiding cubes

4.2, Saw band installation

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

2. Insert a new saw band in the guide cubes. Make sure the saw band runs
between both guiding rollers and that it is pushed all the way to the top
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3. Put the saw band on both guiding Wweels. Make sure that the saw band ridge
fits tightly to the wheel rim. Push the saw band as close to the rim as possible.

4. Turn the tightening star to the right until you gently stretch the band.

5.  Now you can remove the plastic cover on the saw band.

6. Mount the back cover

7. Adjust the brush to the saw band and tighten its holder screws to the saw arm.

8. Mount the safety cover on the guiding lath ogf the band too.

4.3. Saw band stretching and inspection

Correct saw band stretching is one of the most important facs, which influences
accuracy and saw band lifespan. Stretch the saw bands according to the band saw
and the selected saw band type. Keep to the recommendation of your

manufacturer.

Pilovy pas Mapéti pilového pasu Napéti pilového pasu PSI (pro Tenzomat)
Sigeband Sdgebandspannung Sigebandspannung PSI (fiir Tenzomat)
Saw band Blade tension Blade tension PSI (for Tenzomat)

20% 0,9 mm 160 N.mm™ 23500

27 % 0,9 mm 180 N.mm™ 26 500

34%1,1mm 210 Nomm™ 30500

41x1,3 mm 240 N.omm™ 35 000

54%1,3mm 240 N.omm™ 35 000

54 1,6 mm 280 N.mm> 40 600

67 x 1,6 mm 290 N.mm”™ 42 000

80x 1,6 mm 300 N.mm ™ 43 500

4.3.1.

1. After installation of the saw band stretch it gently, so it does not fall of the
wheels.
2. Mount the Tenzomat on the saw band and secure it with screws.

Saw band stretching
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3. Stretch the saw band until it is stretched to the recommended value.
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4.3.2. Saw band run inspection

If the band does not run correctly, following problems camppear:

1  The band falls down from the wheel& the band or the protective cover of
the band can be damaged.

1  The band runs on the rim of the stretching wheélthe band or the rim of
the wheel can be damaged.

Control procedure
1. Switch on briefly the saw band drive and then switch it off
2. Disconnect the saw from the electrical network.

3. Open cover of the wheels

4. Checkthe position of the saw band on the both wheels

T If the distance between backside of the saw band and the wheel rirh il|mm
the setting is right.

1 If the distance is bigger thad mm or the saw band runs on the rim of the
wheel, adjust the saw band

5. Close cover of the saw band
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4.4, Adjustment

4.4.1. Saw band run adjustment

The saw band run is set with screw in the stretching cube on the saw frame.
Optimal distance has been determined dimm

1 Turn the screw to the right, the saw band closes to the stretching wheel
rim

1 Turn by screw to the left, the saw band departs from the stretching wheel
rim

After setting check the saw band run again

4.4.2. Hard metal guides agustment

Hard metal guides adjustmenis one of the most important criterions which
influence cutting accuracy and saw band lifespan. Therefore it is essential to check
that the adjustment of the hard metal guides is correct.

6. Tighten the positioning screw on the back side of guide cube so that the band
cannot move.

Bomar
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7. Loosen the positioning screw slowly and at the same time check the clamping
of the band. As soon as the band can be moved without resistance the hard
metal guides are set correctly.

8. Make sue that the hard metal guides do not put up to much resistance
against the movement of the band otherwise the lifetime of the saw band and
drive will be decreased

4.4.3. Setting of the guiding cubes

Cutting quality and saw band lifespan is also dependent on the guiding cubes
adjustment. Therefore this adjustment has to be checked periodically

1. Loosen both mounting screws on the guiding cube and push it carefully to the
upper blunt edge of the band

Make sure the saw does not bend; otherwise the cube
will press against the band and damage it

2. Fasten both tightening screws agai

Notice:

If the guide cube is correctly adjusted, the upper edge of the cube and the
ruler are parallel

4.4.4, Setting of angular stops

The setting of angular stops is to be checked periodically to avoid inaccurate
slanting cuts.

There are two fixed stop with adjustable screws on the turning console of the
machine (45A, 60A).

If you position the saw arm at a stop and measured angle does not precisely match
the corresponding value, the block of the stop has to be adjusted.
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1. Loosen the locking nu of the adjustable balt.

2. Screw the adjustable nut in or out.

3. After setting the adjutable bolt tighten the locking nut again.

4. Check the angle setting with a protractor.

Bomar
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4.4.5,

4.4.6.

Adjusting the limit switch of the saw band stretching

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

1. Stretch the band with help of the TENZOMAT to an optimal value
2. Release the nut on the stop screw
3. Start the band drive. Two scenarios may occur:

1 If the engine is switched on, but it does not runymn the screw to the left
until the engine starts to run

1 If the engine runs turn the screw to the right until it stops, then turn the
screw shortly to the left until the engine starts running again

4. Fasten the stop screw with the nut and check the setting of the switch again

Saw frame lower position stop adjustment

The lower stop limits the lowest position of the saw frame. This stop has to be
checked at least once a month. If the lower stop is adjusted incorrectly, the loading
surface of the table can bewt too deeply or the material will not be cut through
completely.

1. Raise the saw frame to the upper position, so the adjustment screw can be
manipulated with

2. Release the nut of the adjusting screw.
3. Adjust the stop using the screw
4. Fasten the adjusting screw with the nut again

5. Set the limit switch of the lower arm position.
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4.4.7.

4.4.8.

Bomar

Adjustment of the limit switch of saw frame lower stop

If you have adjusted the lower stop of the saw frame, the limit switch adjustment
inspection is required

Setting check

Lower the arm to the lowest position. If the arm is lying on the lower stop and the
switch reacts, the setting is correct. In other case carry out the switch setting

Switch setting

4.

Setting of the feeder back position induction switch

If the feeder back positionniduction switch is not set correctly it can come to wrong
function execution during the operation of the machine.

Therefore the setting of the induction switch is to be checked regularly.

The induction switch is screwed in a holder and tightened with two nuts. The holder
is fastened to the lower side of the feeder cylinder

Release the nut of the stop screw and screw in the stop screw.
Lower the arm to the lower stop and turn on the band drive.
Screw out the stop screw until the band drive stops.

Secure the screw with nut again and check the limit switch setting once more.

Move the driver to the furthermost position.

Unfasten the nuts on the induction switch and move the induction switch
closer to the driver until a signal diode on the induction switaghts up
(minimum distance of 0,5 mm)

Fasten the tightening nut carefully.

Check the setting of the switch by repeated movement of the driver
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4.4.9. Setting of the feeder front position induction switch

If the feeder front position induction switch is not set correctly it can come to wrong
task execution during the operation of the machine.

Therefore the setting of the induction switch is to be checked regularly

1. Move the driver to the utmost front position.

2. Unfasten the nuts on the induction switch and mowhe induction switch
closer to the driver until a signal diode on the induction switch lights up.

3. Fasten the tightening nut carefully.
4. Check the setting of the switch by repeated movement of the driver

4.4.10. Pressure switch adjustment

Take extra precaution when working on hydraulic system!
There is still residual pressure in the hydraulic system after
it has been shut down!

The pressure switches for vice and feeder are located in the block of the hydraulic
aggregate.

For setting the pressure switch of the vice (marked with yellow b&@ xx)or
setting the pressure switch of the feeder (yellow ba@® 1¥ollowing steps are
necessary

1. Take off tre rubber cover of the pressure switch (carefuyoutlets must not
be broken)

2. Set the sensitivity of the pressure switch by means of a small screwdriver

3. Turn the screwdriver to the left to increase the sensitivity of the switch.
Turn screwdriver to the right to let the switch activate at a higher pressure
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Check limit switches adjustment.
1  The vice is clamped The signaling diode is lighted
1  The vice is opened The signaling diode in not lighted
1  The vice is moving The signaling diode is neither lighd nor blinking
1  After adjusting the pressure switch put the rubber cover back into place
4.4.11. System pressure adjustment
1  Take off the black cover of the pressure valve.

1 Release the nut of the pressure valve.

1 Turn the pressure valve clockwise to increase the pressure.

91 Turn the pressure valve anticlockwise to decrease the pressure.

Set the pressure by means of the pressure valve and check it on manometer. After
adjusting the pressure tighten the nut again

4.4.12. Adjustment of the feeder cylinder step setting securingube

The locking lever is set correctly by the manufacturer but if the cylinder is not
secured an adjustment of the clamping cube is necessary.

Check the functionality of the cube regularly, if the cylinder is not tightened
correctly the feed will operate inaccurately.
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1. Loosen the tightening screw of the locking lever until the lever can move
freely.

2. Turn the lever to the left as far as possible and tighten the tightening bolt
again.

3. Secure the cube with the lever and carry out a control.

4.4.13. Settingof the throttle valve

1. Turn off the main switch of the machine. Let the saw arm sink to the lower
position. Close the throttle valve gently.

2. The grub screw (pos. A) must be near the stop screw (pos .B) when the valve is
completely closed.
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3. Inthe opposite case loosen the grub screw with a hex key and adjust the knob
accordingly. Tighten the grub screw again.

4. Turn on the machine and check the function of the throttle valve

4.4.14. Brush adjustment

Adjustment of the brush has essentialfiuence on cutting performance, saw band
lifespan, lifespan of the wheels and hard metal guides and cutting accuracy.
Therefore the brush has to be checked every shi

1. Loosen the mounting screws of the brush until the brush can be adjusted.

2. Adjust the brush to the saw band. The brush must touch the teeth of the saw
band.

3. Tighten the mounting screws

Bomar
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4.4.15. Setting of the turning lever securing cube

1. The securing cube is set correctly by the manufacturer but after multiple
adjustments of cutting angle the due has to be correctedCheck the
functionality of the securing cube regularly, if the console is not tightened
properly, it will come to inaccuracies during cutting.

1. Loosen the securing screw of the lever until the lever can be moved with
freely.

2. Turn the lever to the left until it reaches the stop and tighten again firmly the
securing screw.

3.  Secure the console with the lever and check it.

4.  |If the setting is done correctly, the arm cannot be turned with and the locking
lever is not touching the right side of theslit in the base.
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4.5.
4.5.1.

Cooling agents and chip disposal

Coolant inspection

The state of the cooling agent has a significant influence on cutting quality
and lifespan of the machine. Lifetime of the cooling liquid is 1 year, after
that we recommend to change the cooling liquid. This time is dependent
on the degree of pollution of the cooling liquid (especially with extraneous
oils) and on other factors

The quality of the cooling

. . If the solition is too weak:
agent will deteriorate due to

If the solution is too strong

9 use of contaminated water §  corrosion protection is 1 the cooling ability is
9 oil contamination from the diminished decreased
outside (hydraulics, gears) § lubrication decreases 1 foam production increases

1  high operating 1  microbial attack is more 1 emulsions stability
temperatures likely deteriorates
9 lack of air circulation 1 sticky residue develops

1 wrong concentration

The coolant tank can be found in the base of the saw.

Check level of the cooling liquid and functiof the pump periodically

Note:

If the state of the cooling liquid is not satisfactory and

canot b e | thepcoadivgdiguid must be replaced.

Check the state of the cooling agent accordingly to following table:
Testing Interval Method Condition Precaution
. . . check concentration, add
Liquid level daily visually too low .
water or emulsion
. . refractometer | too high refill water
Concentration daily . . .
densimeter too low refill base emulsion
. ood ventilation, add
Smell daily by senses unpleasant smell g. .
biocides or replace coolant
surfacecleaning, fix leaks,
. . add biocides or fungicides;
. . visible oil leaks, :
Contamination : daily by senses . clean the system with a
sludge, fungi .

cleanser* prior to the
coolant replacement
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. visually insufficient test stability, if necessay
Corrosion when . . . .
. chip test corrosion increase concentration or
protection necessary .
Herberttest protection pH value
. when . add concentrate, enquire
Stability refractometer | oiling . q
necessary the supplier
when too much foam, avoid aeration, increase
Foam reaction shaking test foam disperses water hardness, fix with
necessary
too slowly defoamer
* According to manufacturerds instructions

4.5.2. Chips disposal

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

1 Let the chips drip excess fluid!

1 Put the chips into a watertight container. Make sure that the container does
not leak, because even after a long dripping time, the chips still contain
coolant residues.

1 Place the container into the care of a disposal company equipped for the
disposal of chips contaminated with cooling liquild.case the machinés
equipped with micronisation device, the chips must also be handed over to a
disposal company

4.6. Gearbox oils and greases

4.6.1. Gearbox oils

In gearboxes, oil is used for the whole lifetime of the gearbox.

Use oils with DIN 51517 specification for the gearboxes. Select the ISO VG viscosity
class according to the original oil

Attention:

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

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

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

Band saw Gearbox oil Capacity
Ergonomic 290.250 GAC Paramo PR 2,01
Swarf conveyor Shell Tivela S 320 0,0751

Manual version: 1.07 / May 2016

94 Manual rev.: 1



Bomar

Comparative table of gearbox oils

Viscosity grade
Manufacturer
ISO VG 100 ISO VG 220 ISO VG 320
BP Energol GRXP 100 Energol GRXP 220 Energol GRXP 320
Alpha SP 100 Alpha SP 220
Castrol
Alpha MW 100 Alpha MW 220
Reductelf SP 220
EIf Reductelf SP 100 Reductelf SP 320
Reductelf Synthese 220
Esso Spartan EP 100 Spartan EP 220 Spartan EP 320

. . Mobilgear SHC 220 i
Mobil Mobilgear 627 . Mobilgear 632
Mobilgear 630

¥ MV PG 220
Paramo PP 7 Paramo CLP 220 Paramo CLP 320
Shell Omala 220 Shell Omala 320
Shell Shell Omala 100 . .
Shell Tivela S 220 Shell Tivela S 320
Total Carter EP 100 Carter EP 220 Carter EP 320

4.6.2. Lubrication greases

For lubrication we recommend using lithium based class N@Ldaponified grease.
Different greases are mixab)éf their oil bases and density classes are identical

Comparative table of the lubricant greases

Manufacturer Type of the lubricant grease
BP Energrease LS EP
DEA Paragon EP1

FETT EGL 3144

Esso Beacon EP 1
BeaconEP 2
FINA FINA LICAL M12
Microlube GBO
Kl ¢ber Staburags NBUSEP

Isoflex Spezial

Optimol Optimol Longtime PD 0, PD1, PD2
Shell Aseol AG ASEOL Litea EP 80877
Texaco Multifak EP1

95




Bomar

4.6.3. Lubrication

There are several spots on the machine, which are necessary to be greased
periodically to secure a correct function of the machine

Upper pin of the lifting cylinde®drip oil 1x a week.

4.6.4. Hydraulic oils

We recommend replacing the hydraulic oil once every 2 years, because the oil
properties can deteriorate ad may not meet the requirements of the hydraulic
unit. If the hydraulic system is equipped with a filter (2SF 56/4863), replace the

filter as well.

Use oils with DIN 51524{LP, ISO 6743} specification and viscosity class ISO 8%
for hydraulic aggregates.

Note:

When replacin g the oil, use oils recommended by
BOMAR or oils from other manufacturers which ha ve
comparable parameters . Do not forget, that mineral
and synthetic oils must not be mixed !

Comparative table of hydraulic oils:

Manufacturer Type Manufacturer Type
Agip Oso 32 Ina Hidraol 32 HD
Aral Vitam GF 32 Kl ¢ber Lamora HLP 32
Avia Avilub RSL 32 Manar sko Hidrokomol P 32
Benzina OH-HM 32 Mobil Mobil DTE 25
BP Energol HLP 32 ¥ MV HLP 32
Bulharsko MX-M/32 Polsko Hydrol 30
Castrol Hyspin AWS 32 Rumunsko H 32 EP
| epro Mogul HM 32 Rusko IGP 30
DEA Astron HLP 32 Shell Tellus Oil 32
Elf Elfolna 32 Un Sunvis 846 WR
Esso Nuto H 32 Texaco Rando HD B 32
Fam HD 5040 Valvoline Ultramax AW 32
Fina Hydran 32
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4.6.5. Inspection of the hydraulic oil state

Check the state of the hydraulic oil. The oil level must be in the middle of both
watermarks.

If needed add hydraulic oil. Always use a filter (&rén or finer) when pouring the
hydraulic oil into the unit to avoid contaminating the hydraulic system with
impurities, which can cause malfunctions.

4.7. Machine cleaning

Clean the machine off cooling agent and impurities after every shift.
Conserve the guiding surfacesainly:

1  Guiding of the clamping jaws of the main and feeding vice.

Guiding of the feeder

1
1  The loading surface of the main and feeder vices and the area below them.
1

Threaded rod of the main and feedig vice
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4.8. Worn pieces replacement

4.8.1. Hard metal guides replacement

If the hard metal guides cannot be adjusted, they have to be replaced

1. Remove the cooling agent hosepipe and dismantle the saw band and saw
band guiding cube

2. Fastenthe guiding cube in a vice and screw out the fastening screws of both
hard metal plates

3. Screw out the adjustment screw of the adjustable guiding plate out of the
cube, until it cannot be seen from the inside.

4. Insert new hard metal guides, screw the tightly and mount the ding cube to
the guiding lath.

5. Mount the saw band, set the hard metal guides and guiding cube.

Bowmar
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4.8.2.

4.8.3.

Worn brush replacement

If the chip removing brush is so worn, that it does not fulfill its function, it must be
replaced

1. Release the nut on the brush, exchange the worn brush for a new one and
screw in the nut

2. Adjust the brush to the saw band

Saw band guiding rollers replacement

If the saw band is not sufficiently guided by guiding rollers and/or if the rollers are
visibly worn, they should be replaced.

Attention! Guiding rollers must be replaced together on both guide cubes!

1. Remove the cooling agent hosepipe and dismantle the saw band and guiding
cube.

2. Grip the guide cube in a vice and screw out both fastening screws of the
eccentrics
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3. Pull both guiding rollers from the eccentrics

4. Put new guiding rollers on the eccentrics and mount the eccentrics to the
guide cube

5. Now insert a test piece of saw band (cca 120 cm) into the guide cube.
Adjust both eccentrics so that the band runs in the middbf the milled
groove. The groove is located between both eccentrics. Guide rollers must not
press too much against the band but must be able to spin free@ptimal
distance between the band and guiding roller is 0,05 mm.

6. Install the cube on the guiding lath. Install the saw band and adjust the guiding
cubes
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4.8.4. Stretching wheel replacement

1. Dismantle the saw band

2. Screw off the stretching wheel fastening screw and remove the washer.

3. Screw the auxiliary screw onto the shaft of the stretching wheel.

4. Instll a threelegged puller on the stretching wheel and pull the wheel
carefully off the shaft.

5. If the lower bearing stays on the shaft, pull it off the shaft with a tdegged
puller. Check both bearings; eventually replace them with new ones.

6. Insert a retaining ring into the opening of a new stretching wheel.
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7. Insert a bearing into the hole in the wheel and push it to the retaining ring.

8. Clean the shaft and grease it. Install the new stretching wheel on the shaft.

9. Install a distance ring on the gift and push it to the lower bearing.

10. Install a second bearing on the shaft and push it to the distance ring.
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11. Insert a washer and fasten the stretching wheel firmly with a bolt.
12. Install the saw band. Wheel replacement is done.

4.8.5. Driving wheel replacement

1. Dismantle the saw band.

2. Screw out the fastening bolt of the driving wheel and pull off the washer.

3. Screw an auxiliary screw into the driving shaft.

4. Install a threelegged puller on the driving wheel and pull it carefully off the
shaft.

5. Check, whethethe spring and the driving shaft are damaged. Contact your
supplier for parts replacement.
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6. If the shaft and the spring are sound, clean them, grease them and install them
on the driving shaft.

7. Insert a washer and fasten the driving wheel firmly with a bolt.

8. Install the saw band
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4.8.6. Cooling pump replacement

Only a qualified worker can carry out the connection! Higloltage
accident may have fatal consequences

1. Pull out the cooling agent tank from the machine base as far as possible

2. Remove the hosejpe leading the cooling agent from the connection on the
pump and unscrew the connection from the cooling pump. Unscrew the four
screws on the cooling pump flange and pull out the pump from the metal
sheet holder

3. Remove the cover of the pump terminal switchboard. Disconnect the 4
terminal connectors of the input cables. Input cables are identified by red
clamps
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4. Loosen the cable bushing and pull the cable out from the pump

5. Dismantle the new pumpds switchboard cover.
bushirg and connect it to the terminals

6. Screw in the bushing of the cable and the cover of the terminals. Mind the
correct sealing! Seal the coolant hose connection with a teflon band and screw
it in again. Plug in the coolant hose, mount the pump on the metal sheet
holder and fix it with screws
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5. Z8valdy
St°rungen |/
Troubleshooting
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5.1. Mechanical malfunctions

Problem Possible causes Repair

1. Slanting cut

2. The cutis not cut
upon desired angle

Wrongly adjusted hard metal guides

Worn hard metalguides

Wrongly adjusted cubes of the saw
band guiding

Worn bearings of the saw band guiding

Wrongly adjusted swarf brush

Worn swarf brush

Insufficient saw band stretching

Wrongly chosen tooth system of the
saw band

Worn saw band

Wrongly leveled roller conveyor

Dirty feeding board

Guiding rail and guiding cube are
loosened

Guiding rail and cube are too far from
the material

Too fast rate of moement into the cut

Unexpected oscillation in material
quality

Securing lever is loosened

Set according to the chapter
aMachine maint ¢

Replace according to the
chapter awWorn |
repl acement o

Set according to the chapter
aMachine maint ¢

Replace according to the
chapter awWorn |

replacement o

Set according to the chapter
aMachine maint«

Replace according to the
chapter aWorn |

repl acement o

Increase the saw band stretchin
and set the limitswitch

Replace the saw band; follow th
instructions of the manufacturer
for new saw band choice
Replace the saw band

Adjust the roller conveyor

Cleanse the feeding board from
debris, chip and residue materia

Tighten the guiding rail

Set the guiding cube to the
material

Lower the material speed of
descent of the arm

Adjust the cutting parameters
and feeding speed according to
the material

Check the securing lever
efficiency and carry out its
adjustment according to chapter
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Problem

3.

Short lifetime of the
saw band

Possible causes

Set angle does not match the cutting
angle

Insufficient saw band stretching

Guiding cube holder and guiding cube
are loosened

Dirt between material and clamping ja

Insufficient saw band stretching

Worn swarf brush

Wrongly adjusted swarf brush

Overly stretched saw band

Wrongly adjusted hard metal guides

Worn hard metal guides of the saw
band

Worn saw band guide bearings

Repair

aMachine mai nt ¢

Check the angle adjustment witt
a protractor and if need be
adjust it according to chapter
aMachinenmabdbnt ¢

Stretch the saw band and set thi
limit switch according to chapter
aMachine maint ¢

Fasten the guiding holder and
the cube

Cleanse the material and mating
jaw

Increase the tightening of the
saw band and set the sensor of
saw band tightening according
to chapter aMat
mai ntenanceo

Checkthe swarf brush condition
and replace it in case of
excessive wear as described in
chapter awWorn |
replacement o

Check swarf brush adjustment,
set it according to chapter
aMachine maint ¢

Lower the stretching of the saw
band and set the limit switch of
the saw band stretching
according to clil
mai ntenanceo

Check the adjustment of the
hard metal guides and carry out
adjustment as described in
chapter aMachi

Check the condition of the hard

metal guides and if they are too
worn, replace hard metal guides
according to cl
pieces replaceil

Check the guiding bearings and
if you notice any excessive

damage, replace them accordin(
to chapter awWwoi
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Problem

Insufficient cut
output

The cut is not
finished

Regulation valve
cannot be turned

Possible causes

Wrongly adjusted guiding cubes of the
saw band

Wrongly adjusted speedf descent of
the arm and saw band speed

Different material quality

Low quality saw band

Wrongly chosen saw band tooth systel

Wrongly adjsted run of the saw band

Worn saw band

Wrong saw band tooth system

Wrongly adjusted speed of descent of
the arm and saw band speed

Wrongly adjusted lower stop of the sav
frame

Stop surface is messy

Metal chips between the valve and the
panel

Repair

repl acement o

Set the guiding cube according
to chapter abMatd
mai ntenanceo

Adjust the descending speed
and speed of the saw band
according to values published b
the saw band manufacturer

Adjust the speed of descent and
speed of the saw band
according to desired material
(perform a test cut)

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

Replace the saw band, keep to
the instructions of the
manufacturer

Check the space between the
top of the saw band and driving
wheel Adjust the tracking as
described in cl
mai ntenanceo i

Replace the saw band, keep to
the instructions of the
manufacturer

Replace the saw band, keep to
the instructions of the
manufacturer

Adjust the descending speed
and speed of the saw band
according to valuepublished by
the saw band manufacturer

Check the stop setting and
adjust it

Cleanse the stop surface of the
limit switch of debris and residue
material

Chips must be removed, then
put an O Ring |
the throttle valve shaft
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Problem

7.

8.

10.

11.

12.

Saw band drive
cannot be stared

Saw bands tend to
rupture

Damage tooth
system of the saw
band

The saw is
undercutting

Cleansing of the saw
band is not
functional

The saw arm
periodically rises anc
descends a few
millimeters during
the cut; this shortens

Possible causes

There are metal chips inside the valve

Pressure switch is wrongly adjusted

Pressure switch is defective

Wrongly adjusted band guiding (hard
metal and bearings)

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

Wrong adjusted geometry of the
stretching wheel

Looseness in the lifting cylinder
mounting

Worn out pin of the upper or bottom
holder of the lifting cylinder

Geometry of hard metal guiding cubes
is wrongly adjusted

Bearings of guiding cubes are worn ou

Grooving on the driving wheel is worn
out

Elastic wheel of the brush drive is wortr
out

The shaft of the brush drive is rusted

The brush position and the brush cove
is adjusted incorrectly the cover
prevents the brush from tuning

Backslash in driving wheel mounting o
the shaft

Repair

Valve must be cleaned or
changed

Set the pressure switch
according to cl
mai ntenanceo

Replace defective parts of the
pressure switch

Hard metal pieces and bearings
must be adjusted according to
aMachine maint ¢

Bearings of guiding cubes must
be replaced Bedangs must be
adjusted according to operating
instructions

Adjust the distance of the saw
band to approx. 2 mm accordinc
to the operating instructions

Exchange the upper or bottom
holder of the lifting cylinder

Hard metal guiding cubes must
be adjusted

Bearings of guiding cubes must
be replaced

Driving wheel must be replaced

Elastic wheel of the brush must
be replaced

The shaft of the brush must be
cleaned and oiled

The brush cover must be
repositioned, in order for the
brush to be able to turn

Replace following parts:

the driving shaft for a longer
one, bearings, distance ring,
driving wheel, spring, two covers
on the forehead of the shaft +
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the lifetime of the screws
saw band
considerably

Worn channel for spring
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5.2. Electrical malfunctions

Problem

Machine is not
possible to start

When the cut is
finished, the frame is
not raised

Electric motor and
pump are without
voltage There is no
voltage between the
contactor and
thermal protection

The speed indicator
of the saw band is
not functional

Occasional switching
off of the hydraulic
aggregate MA3
engine protection

Hydraulic aggregate
is switched on but
the saw arm or the
main vice
moved

Cooling is not active

Possible causes

No voltage in the socket

Overload relay is defective (thermal
protection)

Limit switch of either saw band
stretching, band cover or saw arm is n
closed

Bottom limit switch is adjusted wrongly

A malfunction in the hydralic
(pneumatic) system The HYTOS
(BOSCH) magnetic valve is not workin

Wrong contactor

Sensor of speed is not adjusted

Defective display
Defective sensob diode of indicator

speed does not light

Too big working pressure in the
hydraulic system

Wrong connection of electrical supply
The electrical phases are connected
conversely

Lack of cooling agent

Thermal relay is defective

Input hosepipe is broken or clogged

Repai

Line voltage must be checked

Each FA overl o
condition (on/off) must be
checked

Check the saw band stretching
and covers

Bottom limit switch must be
adjusted according to chapter
ADJUSTING

Function of magnetic valve musi
be checked, valve must be
switched on, and voltage across
its terminals and coil must be
checked

Replace the contactor of the
engine

Sensor of speed must be
adjusted

The dispay must be replaced
Sensor must be changed and

adjusted

Service engineer must reduce
the pressure in hydraulic systen

The phases must be switched
Only servie engineer is allowed
to do this

Refill the tank with cooling agent

Replace the thermal relay

Check the cooling circuit and
eventually cleanse the cooling

115



Bomar

system
Cooling pump is defective Replace the cooling pump
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5.3. Hydraulic malfunctions

Problem Possible causes Repair

1. Hydro generator is
not supplying oil

2. Hydraulic oil

contains bubbles

3. Increased
mechanical noise

4. Low pressure,
pump supplies oil

5. Hydro generator is
seized

6. Overheating oil

7. Hydraulic valve

Reversed rotation

Shortage of oil in the tank

Oil viscosity does not correspond to
the prescribed viscosity value

Hydro generator malfunction

Wrong power supply connection

Hydraulic circuiis not adequately bled
Low level of ol

The hydro generator gasket is
damaged

Damaged clutch of the drive
Damaged or destroyed motor bearings

Air intake

Failure on the safety valve

Wear of the hydro generator

External or internal leakages

Damage by solid particles in oil

Not keeping the prescribed viscosity o

oil

Wrong type of oil

Exceeded lifespan of the pump

Cooler malfunction

Wear of the pump, energy is convertec
into heat

Electromagnet has no signal (voltage)

Check the correct connection
of each phase Reconnect the
electrical phases properly

Add hydraulic ol

Change hydraulic ol

Call service

Check the correct connection
of each phase Reconnect the
electrical phases properly

Bleed the hydraulic circuit

Add hydraulic ol

Call service

Call service
Call service
Check for leaks

Wrong settings Check the
settings and adjust the safety
valve

Call service
Call service

Perform oll filtration or call the
service

Change hydraulic oil

Change hydraulic oil
Call service

Check the cooler function or
call service

Call service

Perform recheck
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cannot be broken supply lines
readjusted
Electromanet coil burnt Replace coib Call service

The slider of the switchboard slackens Replace slided Call service
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6. SSCh®mat a |/
Schemas /
Schematics
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Ergonomic 290.250 GA@vithout frequency converter
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