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EQEU Declaration of Conformity

H2Awe: BOMAR, spol. s.0.
THAHebn2 1236/ 1
627 00 Brno, Czech Republic
Id. No: 48908827
declare herewith
that the following designated device based on its conception and construction as well as the design launched by us meetdeliant
basic safety requirements of the decree$ the government.

This statement applies exclusively to the machine device in conditions in which it was brought to the market. It does ngttaggarts
subsequently added by the end user or to modifications performed subsequently by the end user.

In the event of any device modification not approved by us this declaration shall lose its validity

Name: Band Saw

Type : Individual €20.460 DGANC

Serial number: 06 10 000

Manufacturer BOMAR,spol.srp. TnHebn2 1236/1, 627 00 Brno

Product data

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

Description: Stand, table, cutting unit with the saw band drdrive, clamping device, cooling
system, el. switch board with control panel.
Pneumatic NO [X] YE]J | Hydraulic NO[_] YES Control systerNO [_] YESX]

Technéal data:  Cutting rate 200120 m.minl
Cutting angle -60A to 60A
Characteristic cutting range 620 x 460mm

Documentation:
Technical documentation for this machine device was elaborated in compliance with Government regulation no. 176/2008¢ Anpart A.
The device meets relevant requirements of the given directives: 2006/42/EC
2014/30/EU
The applied harmonized standards, National standards and technical specifications:
| SN EN | SO 121C¢C

+ Opr.1:2020 + Opr.2 :2021 | SN EN | 008 1¢ | SN EN 1 SO 13857:202
| SN EN |1 SO 441: | SN EN -541.3:2049
| SN EN 55011 ed | SN EN-66td2®R007

+ Al: 2017+ A11:2020 + A2:2020 | SN EN-6& 204019 + Al: 2011 + 71:2011

The product is safe on condition of the common ahdetermined usage.

The conformity judging was per f wnon/d99%Colt asardendedy t o A12, art..3a),

BOMAR, spol. s r.o. -
Tézebni 1236/1, 627 00 Bmo 97
Czech Republic W "éL’
1CO: 48908827

DIC: CZ48908827

Brno, 14.7.2022 Alfred Pichlmann, Managing Director

Point of issue, datum Name and function of the responsible subjesignature

1)Name, address and identification number of the subject issuing the conformity declaration (producer of importer)
2) Person authorized to comite the technical documentation

If the equipment is installed without safety equipment offerédy BOMAR, spol. s ro or its agents and used by the customer (or buyer) then EC declara|
loses validity.

EC Declaration of conformity is valid only if customer (buyer) installed the BOMAR safety equipment with the machine sowi¢hother with equivalat
safety device in accordance with current applicable regulations and standards.

All machine elements and components that were built into the device by BOMAR, spol. s ro have been declared "identicadatety device, as offered by
BOMAR, spol. s ro oits agents.
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1.1.

1.2.

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

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

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

Machine determination

The band sawindividual 620.460 DGANG determinedfor cutting and shortening
of rolled bars and drawn bars and profiles from steels, stainless steels; fesrous
metals and plasticsvith cutting anglefrom-60A t o 6 0 A.

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

full responsibility!

The machine is equipped with safety and protective guarding for operator and
machine protection. Nevertheless, thisfey and protective guarding cannot

prevent injury. Service personnel must read this chapter and comprehend it, before
he starts to work on the machineAlways keep instructions about work safety!
Service personnel must take into account other aspects o risk, which refer to

the ambient conditions and the material.

Protective suit and personal safety

Wear tight fitting overallsLoose fitting clothes may be caught with machine parts
and cause serious injury.

Wear protective glovesMaterial cuts and savband have sharp edges and may
cause serious injuries.

Attention!

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

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

Wear protective shoes with norskid solesThe unsuitable shoes may cause
balance loss and following injury. Falling work pieces may cause serious injuries too.

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

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

Do not wear jewellery and always tie back long haifbving machine parts can
catch jewellery or lose hair and may cause serious injuries.
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Operate the machine only when you are fit enough to workinesses or injuries
diminish concentration.

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

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

1.3. Safety notes for machine operator

Attention !

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

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

The person, which is controlling the machine using control equipmenfstee

machine (control panel or another control equipi
of another persons manipulate with the machine or with the cutted or another way

processed

material.

Keep instructions and orders about work safety!

Read the operating instructions, before you start to
work on the machin e! Keep the operating instructions
in good condition!

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

Attention!

Do not connect the machine to electricity if the door or
any covers are removed. Do not touch the high voltage
electrical equipment (transformers, motors, terminals

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

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

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

1 Inno circumstances touch the rotating elements.
1  Work on the machine only when the machine is in good condition!

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

1 2 Manual version:  2.15 / Nov. 2022
Manual rev.: 1
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Keep your working area clean!

Ensure sufficient lighting in the working area.

Take off the spilt water or the oil from the floor and dry it.
Do not touch the coolhg liquid with bare hands!

Do not set the nozzle of the cooling liquid, when the machine is started on!

= =4 -4 -4 -a -

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

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

1  Use the protective instruments for chips removal!

Safety notes for the servicing and repairs

Switch off the main switch and lock it, before you start service work! If you have the
Practix type of machine, disconnect it from elect network. 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 after machine shutdown.

Always adhere to the safety instructions!
Only an auttorized 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 lubricdnts

Do not remove or lock the limit switches or any other safety equipment!

Attention !

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

Any use of the saw, accessories or machine parts other than that intended by
BOMAR, spol. s r.0. company is not permitted. The guarantee on this produidt
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

13
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1.4.1.

1.5.

Safety notes for the servicing and repairs on hydraulic unit

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

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

Protective capfrom the threaded chamber remove just before the assembly of the
unit.

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

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

Safety instrucibns for laser radiation sources

Laser radiation sources may be used on the machine.

Warning signs and information about the
corresponding laser class are placed near each laser
source.

It is forbidden to look into the laser beams!

Depending on the desigrand optional equipment of
the saw, laser radiation sources can be located in
particular:

- on the saw feeder
- before the main vice of the band saw
- on a safety fence (laser barrier)

- on the section line projection device

Commonly used laser safetylasses:

1 (laser barriers)
1M (laser barriers)

3R (LaseiLiner)

Attention !

It is necessary for correct functionality of a laser to
regularly check the patency of the laser ray on the sensor
and to clean the laser from impurities (clean rag + spirit)
after easch shift. Be caeful during the cleaning in order
the laser was not been schratched and broken!

14
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1.6. Safety notes for Swarf conveyor (optional accessories)

Swarf conveyor is an optional accessory of the machine, this article is valid just for
the machine which is equipped with thisedice.

When the machine is switched swarf conveyor only operate using the control panel
(see Chapter 3. Machine control)

Attention!

It is forbidden to enter the swarf conveyor area if the saw is in
operation. All maintenance and other works on the swarf
conveyor could be done only on equipment which has been

1.7. Safety notes for the cooling

Attention !

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

Wear protective goggles!

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

> >

1.7.1. Instructions for first help

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

Wash with water or use c¢r mes for contact with the s

Eal

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

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

15
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1.8.

1.8.1.

Safety machine accessories

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

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

Emergency Stop Switch

Emergency Stop Switcls used for emergecy switchingd

off the machine in case defect or health hazard. By pressir
Emergency Stop Switchvill immediately stop all dangerous
machine movements.

O
5
If any damages or fault appears, immediately press @

Emergency Stop Switch!

It is possible to releaseétpressed button by twisting of the
upper part of the button.

The Emergency Stop Switcls placed at the control panel of
the machine.

nx-n---t L J

5650 o O
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1.8.2. Protected space around saw Protective fencing

The protective fencing prevents persarfrom entry and intervention in the device
working area during the working cycle.

Caution!

The equipment operation can only be safe with the
safety protective fencing according to EN ISO 13857!
Do not put the equipment in operation without the
safety fencing according to EN ISO 13857!

If the equipment is operated without the safety
fencing according to EN ISO 13857, the submitted EC
Declaration of Conformity expires!

Proposal of the safety fence

Machinery space should be protected by a fence to a height of 2000 mm. + laser
barrier.

17
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1.8.3. Arm covers

Left coverd It covers tightening wheel. If the cover is opened during operation, the
limit switch is opened and the band saw is stopped. The band saw is not possible
start in set mode.

Right coverd It covers driving wheel. If the cover is opened during operationeth
limit switch is opened and the band saw is stopped. The band saw is not possible
start in set mode.

Central coverd It covers band saw.

Two limit

switches @ saw arm control if cowers are open or not.

1 8 Manual version:  2.15 / Nov. 2022
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1.8.4. Saw band stretching and rupture inspection

This device checks the saw band stretching and causes immediate machinedshut
down in the event the band ruptures.

Mechanical saw band tensioning

Hydraulical saw band tensioning

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

1.8.5. Band saw covers

These covers protect the visible area of the saw band from guidopes to the
frame.

19
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Never switch on the saw band driver if some from these covers is not mounted!
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1.10. Um2stngn?2 Gt2tku stroje |/

Maschinenschild positior
Position of machine label

The saw label is located on the arm of the saw, between the column and the belt
drive.

2 2 Manual version:  2.15 / Nov. 2022
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Dokumentace stroje /
Documentation der
Maschinen /

Machine
documentation
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2.1. Techni ck§8 daeé Rateh/ Teohrmicalrdats ¢

Hmotnost stroje / Maschinengewicht / Machine weight:

1 Hmotnost / Gewicht / Weight 3100 kg
Rozmnry stroje /| Maschinengr®°Ge / Machine size
1T D®l ka / L&nge / Lenght 5100mm
T g28ka / Breite [/ Width 3000mm
1 ViGka / H°he [/ Height 2350mm
El ektrick® vybaven2 /| Elektrische Ausrg¢stung / Elec
f Nap8§jen?2 / Versorgunggsspanr ~37 400 V -8
T PS$2kon / Gesamptschl usswer:t 7 kW
f Max. jiGtnn?2 |/ Max. Vorschse 25A
1T Kryt?2 [/ Schutzart / Protect IP 54
Akusticki tlak / Schal:dl druckpegel / Acoustic pressu
9 Individual 620.460 DGANC Laeqv= 76,3 dB
Pohondpi | ovT p&S? dge bAa mddsdybénd:i v e
1 Typ/Typ/Type L A7111AALL IE2, 4P, B5, Vel. 1
91.001.11
1T Nap8jen2 |/ Versorgungsspanr ~ 37400
T Vikon / Leistung / Outoput 4 kW
f Jmenovit® ot8&8Lky / Motornen 1420 m.mint
Pohon-p od av al - Yorséhubr/ Drevdd feeder:
1 Typ/Typ/Type G500 B240, 4P, Vel. 80
1 Nap8jen2 |/ Versorgungsspanr 99.003.014
p $ e v o d motokem/ Getriebe mit Motor/ Gearbox witrengine ~ 37400
f Vikon / Leistung / Output 1,1 kW
T Jmenovit® ot8Lky / Motornen 1420 m.mint

Hydraulick® zas$2zen2 |/ Hydraulikeinrichtung / Hydra

92.001.077 (FMW

S0011372, PPMACO, 48/0, 6kW/300/1500
PG1/2,5TM20-CBO3FR

PS8sov8 pila /sawands?2ge / Banc
1 Typ/Typ/Type
T Vikon / Leistung / Output

0,48 /0,6 kW
9 Tlak/ Druck /Pressure 4.5 MPa
Podaval / Vorschub / Feeder: 92.001.072 (2848610C
1 Typ/Typ/Type SMAO0325/SP.0S11H15LS xxx/02400
f Vikon / Leistung / Outoput 0,55/0,37 kW
i Tlak/ Druck/Pressure 5 MPa
Chlad2c2 zas$2zen2 |/ Ké¢hlung / Cooling equi pment:
' Typ/Typ/Type 41POMPA70120 + 22FILTREA
91.020.032
f Obsah n&§drHe / Volumen vom 35 dm3
1 MICRONISER na ps8n2 [/ me°

Rozmnr p8su / S2gebanddi mension / Band size:
610074171, 3 mm
Sezn§ rychlost / Schnittgeschwindigkeit / Cutting s

208120 m/min.

Jeden Zdvih / Vorschubl&2nge Einfachhub / One Upstro
2300 mm

Max. D®l ka podg&n2 / Max. Vorschubl@®ange / Max. feedi
9999 mm

D®l ka nej krat G2ho zbytku / Die L&@nge der k¢rzesten
220 mm / O0A

Bomar
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Sezn® rozsahy / Schnittbereiche / Cutting size

Le0® RE0*

(-60°) (+60°)

<> O O

(45°%) o (+45°)
0A A450 mm 62071 450 6207450 4507450
45A R A420 mm 4207420 4107450 4207420
45A L A420 mm 4407300 4207450 4207420
60A R A275 mm 2807390f 27071450 27571275
60A L A300 mm 3007450 3007450 3007300

Warning:

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

Acoustic pressure level:
The equivalent level of the acoustic pressure A (noise) in the position ofdgperator is laeq= 76,3 dB. The
values are indicating the emission levels and may not present safety working levels. Among the factors,
which influence the real values of the operator exposure, are properties of the workshop room, cut mater
and used sa bandsd which may significantly influence the exposure levels

26
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2.2 Rozmnrov® sch®ma / Aufstell zeichnung /
Installation diagramd Individual 620.460 DGANC
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2.3.

Popis / Beschreibung / Description

Valec zvedaci /
Hebezylinder /
Lifting cylinder

Ovladaci panel /
Bedienpult /
Control panel

Schaltschrank /
Switchboard

Rozvadéc /

Schraubstock /

Svérak /
Vice

NS\ AR NN NSNS\ A% N
"

) o) o) o) o)

DDDDDD”

Bandantrieb /

Pohon pasu /
Band drive

Celist pevna /
Feste Backe /
Fixed jaw

Véleckova trat /
Rollenbahn /
Roll conveyor

Oto¢na konzola /
Drehkonsole /
Turning console

Podstavec/

Hydraulicky agregat /
Hydraulikaggregat /

Hydraulic generator

Untergestell /

Pedestal

Vorschub /

Podavac/
Feeder

5
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2.4. Transportation and steking

2.4.1. Conditions for transportation and stocking

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

T Doné6t wuse a forklift tr uookothacericetseandl!l i ng t he
for it!

T Donot move under suspended | oads! Faul t in |
injury.

1 Keep a safe distance from the machine during the transport

1 Temperature of the air fromE 2 5 A C ,tfooa skof t&r@ (max. 24 hours)
temperatue of the air until7 0 A C

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

1 Take measures, to prevent damage by dampness, by vibrations and by shakes

2.4.2. Transport and stocking preparations

Close the vice and thoroughly oil all blank surfaces.

Lower the saw frame to the lowest position.

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

Fasten all loose parts securely to the machine.

Attach the machine weight labels to at least five visible areas

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

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

2.4.3. Transport and stocking

Handle the machine only with the hand pallet truck or the forklift truck!

Position the forklift forks according to the marks

Make sure that the the forklift truck has sufficiecapacity.
Make sure that the van or the trailer had sufficient capacity.

The machine must be properly secured during transport, to not tip over or fall from
the transport vehicle.
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Screw on the palette to the floor of the van or the trailer.
Be careful ttat the machine is not damaged during transportation.

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

Store the mahine only under the conditions specified in this manual to prevent
damage to the machine

2.5. Activation

2.5.1. Machine working conditions

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

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

1 Attemperature air from10A C t o thétémb@ature average during 24
hoursmusthot exceed over 35AC

1 Atrelative dampness of the air in the extend from 30% to 95% (not
concentrate)

 Altitude lower than 1000 metres.

Attention!

| f the ambient temperature drops
before operating the machine to haveswitch on hydraulic

unit around 10 minutes and then made several motion few

times (for example, in manual mode)by all hydraulic

cylinders. The reason isto heat hydraulic oil to the

operating temperature for proper function of the pressure
switches (and choke)

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

2.6. Band saw unpacking and assembling

Attention !

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

Remove the packing from the machine and unpack all parts.

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

3 O Manual version:  2.15 / Nov. 2022
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2.6.1. Machine installing and levelling

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

Minimal requirement:

machine weightd Individual 620.460 DGAN® 3100 kg
+ weight of accessories

+ maximum weight of material

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

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

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

1 The machine including appended parts and accessories must be visiblsfro
the place of operation.
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26.2. Kotevn2z plan / Verankerungsplan / Groundi
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Unosnost podlahy / Bodenbelastbarkeit /
0.8 Floor load capacity 1000 kg / m2

Kotvici materidl / Verankerungsmaterial / Grouding material

+ 16 X Chemicka hmozdina / Chemische Dubel / Chemical plug - 217 mm
- Vrtano do hloubky / In die Tiefe gebohrt / Drilled to - 140 mm
- Srouby / Schraube / Screws - 16 x M16

Srouby podlozit deskami o min. rozmérech P10x100-100

- Die Schrauben mit Platten mit Minimal Dimensionen P10x100-100
Screew must be bottomed with plates (min. dimensions P10x100-100)

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

+10mm/1Tm

Manual version:  2.15 / Nov. 2022
Manual rev.: 1
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2.6.3. First run of the power pack
Before the first run check:
1  The direction of the Pump, while run the power pack for max. 2seconds.

1 The cooling fan of the motor has to rotate in theame direction as the arrow
on the top of the motor cowling indicates.

1 In case of wrong rotational direction, the electrical phase in the connection box
is to be changed. This check is required after every disconnection from the
power source

1  Wiring matcheswith electrical and hydraulic diagrams

1 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, tieg

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

In the short intervals activate an electric pump
check for leaks and noise

Bleed the hydraulic circuit

if possible, test the circuit funin with minimum load

test the electrical equipment

= =4 -4 A -a -a

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 blder port, the power pack will bleed itself
after a while via the air breather on the tank or the return line filter.

1  After multiple startup.

2.6.4. Filling the reservoir with hydraulic oil

Qil 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
hydraulicfludmst correspond to the class 10 NAS 1638 (reachat
=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 glassOverfilling has to be prevent. The maximum filling rate of 15 I/min
shouldnlit be exceed.

Oil type Kinematic viscosity v in mmels Freezing
point
0AC 20AC 40AC 60AC 80AC AcC
OH-HM 32 220 100 32 15 7 -40
OH-HV 32 18 67 32 17 11 -40
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2.7. Electrical connection

Attention!

Only a qualified professional must carry out the

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

Electrical parameters of the machine

1 Service voltage ~37400 V, -$0
M Total input 7 kW
 Max. fuse 25A

Note:

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

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

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

Note:

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

The supply is equipped with a 16 A terminal for connection to the power supply
tension.

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

Attention!

In this @se the extra switcbn the electrical lindbecomes the primary
switch and the main switch on the machine has only a secondary

2.7.1. Check the direction of the saw band

— A

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

3 4 Manual version:  2.15 / Nov. 2022
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2.7.2. Check machine connection into eléncal network

Attention!

When you connect the machine to the eletrical
network secure a correct connectionof all phases!
THE HYDRAULIC AGGREGATEENGINE MUST

@ NOT BE OPERATED IN REVERSED DIRECTION
FOR MORE THEN 10 SECONDB! @
2.7.3. Filling of the cooling system

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

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

Note:

If machine is equiped with microniser, fill microniser with
prescribed cooling liquid. This made theMicroniser ready
for use.

2.7.4. Connecting to the compressed air supply

Connect the machine to the compressed aiupply by means of the screw G1/4 on
the manifold period according to the picture.

Compressed air foMicroniser must satisfy conditions:
i Roughly cleaned and partly dry

i Pmin = 0,4 MPa

1 Pmax= 0,6 MPa
1

Flow- 50 I/min.
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2.8. Check machine function

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

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

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

Start the machine with the cooling pump and let it run without load until the
cooling system will be filled with cooling liquid. As soon as the cooling liquid starts
to escape from the nozzles of the cooling system, the cooling system is ready for
the operation.

Carry one cycle of cutting without material. Check, if the machine runs with no
irregularities. If all machine functions are right, the machine is ready for operation..

3 6 Manual version:  2.15 / Nov. 2022
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2.9.

2.10.

2.10.1.

2.10.2.

Machine disposal after lifetime

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

Packaging material Also dispose in accordance with valid directives.

Packaging and machine parts that contain secondary raw materials can be recycled.

Saw band

Refit the saw band cover only after you have iafied and tightened the saw band. %
-~

Saw band size

610071 41171, 3 mm

Selection of the saw band tooth system

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

BOMAR for recommended Vari able tooth system for
band saw.

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

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

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

Footnotes

Z,Z & teeth number on one inchSd tooth with zero angle of the teethK 8 tooth with positive angle of the
teeth

Examples of the tooth system marking

32S0numb@20ameans 32 teeth on one inch (that means cons:
system), letter a4aS0 marks teeth with zero angle of the
406 KBnumb ed6 0 avheans 4 till 6 teeth on one inch

(that means variable tooth systemle |l etter akKo mar ks t
teeth.
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2.10.3. Saw band runningin

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

When cutting small pieces run the band until approximately 300 Zof material has

been cut. When cutting large pieces run the band for 15 minutes approximately

When the band has been run, increase the lowerigpeed to normal speed. The i ’
running in of the saw band avoids micrbreaks on the cutting edges of new saw

band ensuing from first egessive stress. This would decrease service life

substantially. The optimal running in of the saw band produces ideal rounded

cutting edges and therefore the conditions for an optimal service life.

Note: Run regrinding saw bands too.

3 8 Manual version:  2.15 / Nov. 2022
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2.10.4. Tables for teeth selection

SHAPED MATERIALLS = mm)
Dp Dp Dp o
s s $ s
Note: Table shows tooth system selection for cutting one piece of the profile. For cutting of more pieces of the profile=l@®u you must think of the size of the wall as double size 9
the wall of one profile (that means, size aS0O equates to 27 S). I n table, ther
Size of the Tooth system (¢Z)
wall Outer diameter of the profile @ [mm]
S [mm] 20 40 60 80 100 120
2 32S 24 S 18 S 18 S 14 S 14 S
3 24'S 18 S 14 S 14 S 1M14 S 1014 S
4 24 S 14 S 114 S 1014 S 8012 S 8012 S
5 18 S 1®14 S 1®14 S 8012 S 6010 S 6010 S
6 18S 1®14 S 8012 S 8012 S 6010 S 6010 S
8 14 S 8012 S 6010 S 6010 S 588 S 588 S
10 - 6010 S 6010 S 508 S 588 S 588 S
12 - 60610 S 508 S 588 S 406 K 406 K
15 - 538 S 538 S 486 K 406 K 486 K
20 = = 406 K 486 K 486 K 304 K
30 - - - 304 K 304 K 304 K
50 @ @ ° ® ° 304 K
Size of the Tooth system (¢2)
wall Outer diameter of the profile @ [mm]
S [mm] 150 200 300 500 750 100
2 1®14 S 1®14 S 8012 S 6010 S 538 S 538 S
3 8012 S 8012 S 6010 S 508 S 486 K 486 K
4 6010 S 6010 S 538 S 486 K 486 K 486 K
5 6010 S 588 S 406 K 486 K 486 K 304 K
6 588 S 588 S 406 K 406 K 304 K 304 K
8 588 S 406 K 406 K 304 K 304 K 304 K
10 406 K 406 K 406 K 304 K 304 K 203 K
12 406 K 406 K 304 K 304 K 203 K 203 K
15 486 K 304 K 304 K 203 K 203 K 203 K
20 304 K 304 K 203 K 203 K 203 K 203 K
30 384 K 203 K 203 K 203 K 1,82K 1,82 K
50 203 K 203 K 203 K 182K 1,82 K 1,82 K
75 - 203 K 1,462 K 1,82 K 1,82 K 0,7%91,25 K
100 - - 1,862 K 0,7591,25 K 0,7591,25 K 0,7591,25 K
150 - - - 0,7591,25 K 0,7%91,25 K 0,7%91,25 K
200 - - - 0,7591,25 K 0,7591,25 K 0,7591,25 K
SOLID MATERIAL (D = mm)
D D . D D D
\
Constant tooth system Variable toothsystem
length of the cut D tooth system (3Z) length of the cut D tooth system (2Z)
to 3 mm 32 to 30 mm 10014
to 6 mm 24 20850 mm 8012
to 10 mm 18 250660 mm 6010
to 15 mm 14 35080 mm 508
1530 mm 10 500100 mm 436
303850 mm 8 708120 mm 485
50880 mm 6 800150 mm 304
800120 mm 4 12350 mm 203
12@200 mm 3 2500600 mm 1,42
2008400 mm 2 50083000 mm 0,7581,25
3008800 mm 1,25
70033000 mm 0,75
In spite of the proposals above, considgrour suppl i er 6 @andeskc ommendati ons

him for professional advice although the manufacturers often recorand their
own saw bands to you.
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OvlI 8d8n2 stroje
Bedienung der

Maschine /

Machine control
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3.1. Control panel

3.1.1. Standard control buttons

9 7
8
6
18, 19
14, 15
10. 11 -~
4.5 16. 17
2 12,13
1
3

Manual version:  2.15 / Nov. 2022
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Emergency Stop Switch
1
Immediately stops the machine in emergency
Safety circuits
Buttons switch on the safety circuits of the machine
2 If the machine is installed without peripheries, just one button for safety zone of the band saw and-

feeder is installed.
Installation of butons L2 and L3 depends on the equipment f the machideoptional accessory.

Touchscreen

3 When working with the machine all of the necessary information the operator needs to control it is
shown on the display

START
Starts automatic/semiautomatic nae

STOP
Stops automatic/semiautomatic mode

Frequencyconverter

6 Frequency converter sets the speed of saw band in the range
of 20-120m.min*

Regulationvalve

Regulation valve sets the lowering speed of the frame into the cut. The speed is linfitethe

7 adjustment of the pressure regulation in the cut on the guiding cubes.

Note: If the throttle valve is closed too tightly, the valve seat may be damaged and may start to leal
Tighten the valve lightlgedlo ventiluc o H z pt s o b 2D g teahtou jptre sparkot o v

Regulationof pressure into cut

8 Regulation valve sets pressure into cut.

Note: If the throttle valve is closed too tightly, the valve seat may be damaged and may start to leal
Tighten the valve lightly.

Manometer

Shows value of pressure into cut

Saw arm vertical movements
0 Pushing these buttons moves the saw arm upward and downward.
10,11

To move the arm, the button must be kept pushed.

Pushing the both keys together with allows rapi mo v e . (if the saw band

Saw arm rotations
12’ 13 Pushing these buttons rotates the arm leftwards (negative angles) and rightwards (positive angles

To move the arm, the button must be kept pushed.

Clamping/ opening the main \de

14, 15

To move the jaw, the button must be kept pushed.

Main vice table leftward / rightward
Pushing these button moves the vice table rightwards or leftwards.
16, 17 During movement, the buttonneed not be kept pushed.

The button function is only active itie machine is not referenced.
If the machine is referenced, the vice is moving fully automatically according to the saw position.
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Clamping/ opening the feeder vice

18, 19

To move the jaw, the button must be kept pushed.

Movements of the feeder car

20. 21 Pushing these button moves the the feeder cart towards the band saw or away from the band saw
]

During movement, the buttonneed not be kept pushed.

3.1.2. Controls on theside of the control panel

40
41
40 Main switch
41 Laserliner{optional accessories)
- switch on/ off
4 4 Manual version:  2.15 / Nov. 2022
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3.1.3. Control buttons for optional accessories

Note:

Installation of these buttons at the control panel depends on the installation of

relevant optional accessory.

23

24, 25

26. 27

22

38. 39

36. 37

34. 35

32, 33

30. 31

28. 29

Bomar
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22

Deblockad for hydraulic saw band tensioning
(optional accessory)

Using this button, it is possible to put the machine in the DEBLOC
state.

In DEBLOCK state only the hydraulic uaftthe sawis active and
only the buttons on the control panel for hydraulic belt tensioning
are active.

23

USB port (optional accessory)

Can be used for load/save cutting data

24, 25

Clamping/ opening the upper clamping at the main vice
To move the jaw, the button must be kept pushed.

Upper clamping is an optional accessory.

26, 27

Clamping/ opening the upper clamping at the feeder vice
To move the jaw, the button must be kept pushed.

Upper clamping is an optional accessory.

28, 29

Control of movementsof rollersof the input roller track
(optional accessory if a track is installed)

30, 31

Control of movementsof rollersof the output roller track
(optional accessory if a track is installed)

32, 33

Control of movementsof armsof the input cross feeders
Arms upwards / downwards
(optional accessory if the crossfeeders are installed)

34, 35

Control of movementsof chainsof the input cross feeders
- Chains to the roller track / out from the roller track
(optional accessory if the crossfeeders are installed)

36, 37

Control of movementsof armsof the output cross feeders
Arms upwards / dwnwards
(optional accessory if the crossfeeders are installed)

38, 39

Control of movementsof chainsof the output cross feeders
- Chains to the roller track / out from the roller track
(optional accessory if the crossfeeders are installed)
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3.2. Machine control elements
3.2.1. The basic description of the screens of the control software

Pay increased attention when op erating the touch panel. Make your

selection by slightly touching the display with a bare finger or

stylus designed for touch screen control. By no means use sharp

nhiects or ather toals!

2

(Picture for information only)

Meaning of icons on the touch screens:
16&return to the main screen
2 dicon indicatng errorsd if this icon is lit on the displam, an error has

occurred on the machine. By touching the icon, you can hide the error message
and activate control screens..

3 dselected menu name
4 oreturn to the nearest higher screen in the hierarchy
5 dparameter setting window

Touching of the parameter filling window activates a keyboard whighpears on
the display.

66 browsing between screens at the same hierarchical level (e.g., if parameter
control or setting is divided into several screens or itte are more elements
controlled or more units to set service parameters)

The individual options on the touch screen can be chosen tliyect touch on the
pertinent icon.

To fill in numeric values or lettershe parameter setting window is used see, for
example, No. 5.

If the window is coloured, it is active for entry of parameters.
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3.2.2. Main screen of the control software, machine modes

It is possible to initialize the main screen using the selecm| from any screen
of control software.

The main screerof the control software shows the basic menu for selection of
working modes, setting modes and machine referencing modes.

k)

= P

OMAR

4] it | €

o

Working modes:

1 Manual moded used to control the individual machine functions manually

1 Semiautomatic nede & used to execute one cut according to the given
conditions (accessible from the manual mode)

1 Automatic moded used to execute the entire cutting cycle automatically
according to the recipe entered

Be

Referencing mode:

1 Referencingd used to referene the machined that is, after setting the
machine in the operating state.

4 8 Manual version:  2.15 / Nov. 2022
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Setting modes:

1 Serviced used to set the machine parameters

12

1 Recipe$ used to set the recipes for the course of the automatic mode

a

.

Complete working cycle of the machine
The ommplete working cycle of the machine consists of the following steps:

Switching on the machine and safety circuits (se
machine and safety circuitso)

Ref erencing the machine (see chapter oMachine re
Setting servicepacime t er s (see chapter 0Setting service par

Adjusting the band saw (see chapter O0Adjusting t

Executing

- the cut in the semiautomatic mode (see chapt
or

- the cutting cycle in the mattioomamd cce dmoadred ( s ee

the ORecipesod chapter)

Executing another cut or cutting cycle, or end of cutting and switching the machine
off

Manual control of the individual machine elementss e e chapter o0Manual modeo.
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3.4. Starting the machine and safety circuits

1. Tum the main switch into position ®ON.

The main switch is located on the side of the switchboard at the materia
input side (left side in respect to the control panel)

2. Switch on the safety circuit of the saw. The safety circuit will run a checl
on all saéty switches.

Switching on of the safety circuit of the saw is signalized with orange lig|
at the button for the safety circuits swiching on.

——

Unless the safety circuits have been activated, no mode of the machine
can be started.

3.5. Machine referencing

Caution !

Before staring the referencing, remove all material from the
saw and feeder. Do not reference the machine, if there is any
material clamped in any of the vices.

If a material is laid on the feeder track, open the feeder vice
sufficiently in the manual mode before starting the
referencing, so that the material is not caught by it.

1. Inthe main screen of the control menu, choose ttiReferencing option.
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2. Thisscreerappears to display the referencing process:

Profile-feeder position {:} 2634.00 mm 000
Saw-arm height position Ol oL ol
Sawframe angle '@ 000 58.75° 000
Main vice position —0 0—
Feeder vice 'C} 0.00 mm

I O

Position Function

- Exit the screen

Instructions for the
next procedure.

3. By pushing thedBTAR®button, start the referencing process.

Referencing will be executed as a sequence of movements of the individual saw
units which will be set from the current positions to their reference ones.

Successful end of referencinig indicated by a notice on the control panel display

Uhel ramene pily ¥ ooo -005° 000

Poloha hlavniho svéraku -0 O—
Svérak podavace 640,03 mm

_$~

If referencing of any unit fails, first check the state of the reference position limit
switch and the switching counterpart
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3.6. Manual mode

The manual mode is intended fomanual control of the individual machine
elements.

Caution !

Pay increased attention when moving the material
towards the saw, there is the risk of collisions
particularly during manual operation!

3.6.1. Initiating manual mode

1. To switch the machine into the manual modehoose themanual mode optionon
the main screen.

e
? Bowmar <+

2.  Ascreen will appear with ofidns for manual and semiautomatic control of the
saw:

T aManual Jt®aanttorthe kadw functions

T o0Manual pdtesettiearmionhg dquired angle and to feed the
material with the feeder to the required length

T & emi au ® mpvattoldhe saw in the semiautomatic mode

A = i

Manual control ‘Manual positionin ‘Semiautomat

Manual version:  2.15 / Nov. 2022
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3.6.2. Manual control

1. On the screen with options for manual and seraiutomatic operation of
the saw: select the option "Manual control"

2. The following screen is used fananual control of the saw

=~ T @ 00h :00m : 005

s 0,00 mimin

42283,0 mm

0 ~© ‘oo

SRR TN

Open / close the feeder vice

Vice clamping is indicated by lighting
the green lamp at the icon.

Feeder movemenfrom / to the saw
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Position

Function

Main vice open / close

Vice clamping is indicated by lighting
the green lamp at the icon.

Vice table movement

Setting of the vice table to the end
position is indicated by lighting the
green lamp at the pertinent icon.

Arm upward movement.

The button must be pushed continually
for the movement time. If the button is
released, the movementtsps.

Arm downward movement

The button must be pushed continually
for the movement time. If the button is
released, the movement stops.

Arm rotation by apositive angle
(counterclockwise round the rotation
axis)

Arm rotation by anegative angle
(clockwise round the rotation axis)

Rotate the saw band

Rotation of the saw band is indicated by
lighting the green lamp at the icon.

Stop the band motor

54
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Selection of cooling method

You can choose the cooling methods by
repeatedly pushing.

- liquid cooling

- Micronizer / Microbox (optional
accessories)

Start / stop the hydraulic aggregate of the
feeder

Start / stop the hydraulic aggregate of the band
sawr

Start / Stop the chips conwgertart / Stop the
chips conveyer(Optional accessory)

R @ 00h :00m : 00s Cutting time (h:m:s)
B 0,00 m/min Current saw band speed (m/min)
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3.6.3. Manual positioning

1. On the screen with options for manual and seraiutomatic control of the saw:
select the option "Manual positioning"

2. A screen will appear with options for manually positioning the saw's moving units:

™ o) R 5 00h :00m : 00s
e 10.00 mimin

2634.0 mm

Ol 0.00 mm o

000
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3.6.3.1. Turning the saw arm

In the semiautomatic mode, you can swivel the arm by the given angle.
The arm cannot be turned, unless the machine is referedce

1. Inthe manual mode move the saw arm all the way up.

Attention!

If the arm stays in the lower position, there is a risk of of the arm colliding with the
vice, the feeder or possibly with other parts of the machine or colliding with the
inserted materidl

2. Choose the option for setting the arm rotation angle.

A

2634.0 mm 0o
O 0.00 mm o

000

3. Thescreenappears for setting the arm rotation angle and the START button starts
flashing.

Permissible value range g
Ty : 3
Permissible value range 7 OUREIORT- 00
o ” o -10.00 m/min
2634.0 mm 055 - 03
Requested sawframe angle l 0.0°
Actual sawframe angle 58.8° “ J.
Positioning not allowed

w = A
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Position Function

Okno pro zad8n2 po
natolLen? ramene.

The entered values must be within the
range of allowed values, which are
mentioned above the input field:

Permissible value range
-0.5° = -0.5°

Requested sawframe angle 0.0°

The range of allowed values changes
according to the current setting of the
machine's moving units.

- Return to the previous screen

4. Inthe parameer entry window in the screen for setting the arm rotation angle,
enter the required arm rotation angle.

5. Confirm the entry with the OK icon

6. Pushthe START button

7. After you push the STARButton the saw arm is automatically adjusted to the
requestedposition

Attention!

If a cut follows, it is necessary to manually adjust the vise table so that the rotated
arm does not collide with the misplaced vice!
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3.6.3.2. Setting the feeder position

The feeder position cannot be adjusted if the machine is not referenced.

Attention !
Size of burr and unevenness of the materi al face has an
effect on the precision of the length loaded by the

R |

1. Inthe manual modemove the saw arm all the way up.

Attention!

If the arm stays in the lower position, there is a risk of the feeder colliding with the
arm!

2. Chooseone of the twoo possibleoptions for length loading and the SART button
starts flashing.

Al

2634.0 mm 09
O 0.00 mm o

000

Position Function

Relative position setting

The specified length will be measured from the
current position of the feeder

If the entered value is positive, the feeder will
move away from the saw

If the entered value is negative, the feeder will
move towards the saw.

Absolute position adjustment

The entered length will be measured from the
saw band.

The entered value is always positive.
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3. Thewindow appearswhich servedor entry of the required feeder position

Relative position setting

Permissible value range
Permissible value range

320.0 mm = 2650.0 mm

Requested absolute pos.  1000.0 mm

Actual feeder position 2634.0 mm

Press button Start for start positioning

Absolute position adjustment

Permissible value range
Permissible value range

320.0 mm + 2650.0 mm

Requested absolute pos.  1000.0 mm

Actual feeder position 2634.0 mm

Press button Start for start positioning

4. Enter the requiredvaluein the window forsetting position of the feeder.

5. Push the START button to stamoving of the feeder.

6. After pressing the START button, the feedemores to the specified position.

If you use the feeder to load material under the saw band, observe the following
instructions:

Caution !

Before the loading starts, the main vice must be opened
sufficiently so that the material loaded does not collide
with the vice jaw!

Caution !
Upper clamping can only be used at zero turning of the
arm.
60 Manual version:  2.15 / Nov. 2022
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3.6.4. Cutting execution in semiautomatic mode

Attention!

Pay extra attetion to the mutual position of the moving units of the machine and
the position of the material before cutting, there is a risk of collisions during the cut!

1. Inthe manual mode, move thesawarm all the way up

2. In the manual mode, open the saw vice and fder vice sufficiently with regard to
the width of the material loaded.

3. Turn the arm to the required angle.

Turning the arm to the required angle see chapter "Turning the saw arm".
4. Insert material
The material can be loaded
- with a manually controlled feeedr & to the estimated length.

- with an automatically controlled feeder to the given lengths e Eetting
the feeder positiord

5. After feeding, the material must be clamped with the main vice using manual
control.

6. On the screen with options for manual and sd-automatic control of the saw:
select the option "Semiautomat"
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7. The screen appears forfor setting of conditions for the semiautomatic cut

e 10.00 mimin
2634.0 mm o?
0.00mm o
[s875°] K H ﬂ H
000 For cut press button START

Set the cooling method on this screen:

Position Function

Cooling

Cooling method

You can choose the cooling methods by repeatedly
pushing.

- liquid cooling

- Micronizer cooling*

- without cooling
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Position Function

10.

11.
12.

Selection of the position of the arm after the cut, in which
the cooling will be turned off

Pushing repeatedly, you can choose between the arm
positions after cut

OFF

L

and the cooling is switched off

- After cutting, the arm remains at the bottom

OFF

T - After cutting, the arm moves up and the
cooling is switched off

ON

ON

*l- cooling continues even after the endf the cut
(regardless of arm position)

* The option is only functional for a machine thi the given equipment

Setting of the arm starting position above the material to start cutting

As standard, the machine is equipped with a device for detection o thrm

position above the material. In the automatic mode, the arm runs up above the
material to the height given by the equipment setting (for details, see the chapter
Equipment for detection of the arm position above the material).

By means of the potentimeter on the saw control panel, set the required cutting
speed

By means of the valve on the saw control panel, set the speed of the arm descent
to cut

By pushing the START button on the control panel, start cutting

After pushing START:

a) If the vice is a wong position with regard to the set arm rotation speed, it
moves to the correct position automatically.

b) If a material is clamped in the vice, it will automatically be released before the
vice is moved, and then clamped again.

c) The saw band starts up and tharm starts feeding to cut.

d) While the arm is descending to cut or even during cutting, you can adjust the
saw band speed and speed of arm descent to cut by means of the control
elements on the machine control panel.

e) On the control panel display, a screemppears with information on the
cutting process

Note:

If the conditions for a safe cut are not met, a message will appear and the cut
cannot be started.

Check if the machine is referenced, if the material is clamped, if there is a risk of
collision of ®me units.
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o
= i W ©® 00h :00m : 005
atan
o] -10.00 mémin
2634.0 mm P
Oy O 000mmo
[ s8.75°| \ H H H
000 For cut press button START

13. Atfter cutting in the semiautomatic mode is completed:

- The arm automatically returns to the position from which the cut was started
or remains in the cu® according to the choice made in the screen f@asic
setting or according to the choice made in the last automatic mode

- Completion of cutting in the semiautomatic mode is indicated by a message
on the control panel display that the cut has been completed

14. Remove the cutoff. Now you can repeat the entire procedure
3.6.5. Semiautomatic sequence interruption
3.6.5.1. With the STOP button
lpush-i nterruption of the executed sequence of the
This interruption is only possible if the cut has not been started.

After the Start button is pushed, the interrupted sequence (reatl loading to the
given length, arm rotation to the given angle) is resumed from the interruption
place.

2 pushesd complete stop and finish of the sequence or cut executed

If cutting was started in the semiautomatic mode, the machine does not respoad t
1 push; only after the 2nd push of the STOP button, the cut is stopped.

Double-push of the STOP button can also be used to finish another sequence
started in the semiautomatic mode.

The interrupted sequence cannot be resumed; it must be restarted frore th
beginning.

3.6.5.2. With the Emergency Stop Switch
In emergency cases, push tHemergency Stop Switcton the control panel.
1 push - interruption of safety circuits
- complete stop and finish of the sequence executed

The interrupted sequence cannot be resumethe safety circuits must be switched
on again and the interrupted sequence restarted from the beginning.
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3.6.5.3. Interruption of safety circuits

The interrupted sequence cannot be resumed; you must restart the safety circuits
and start the interrupted sequence ajn from the beginning.

3.7. Automatic mode

3.7.1. Cutting execution in automatic mode

Caution!
Short pieces which the feeder cannot feed to the main vice

cannot be cut in the automatic mode!
Imminent risk of collisions!

Caution!
Size of burr and unevenness of the material face has an
effect on the precision of the length loaded by the feeder!

1. Check, if necessary, set the current recipe.

Working with recipes is described in the "Recipes” chapter.

2. Onthe main scren of the control software, select the appropriate option for
automatic mode according to the type of recipe set.

3
g { :
= OMAR

oo

= B

Position Function

@ Cutting cycle for cutting a single angle
@ Cutting cycle for cutting multiple angles
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3. This screen appears with options for the material loading and cutting in

Position Function

=)

Automatic material loading with cuin

- the material is loaded under the saw
band automatically

- the cutin length is set automatically
according to the entered ct+in length
(for the setting, see below)

- after cutin, the automatic cycle is
started automatically according to the
given recipe

- if an external loading system is installed
other pieces are loaded automatically
and cut or not cut in according to the
setting d see below

Manual loading of the material with cutn

- the first piece is loaded under the saw
band manually

- the cutin length set manually (by
estimation or measurement)

- after cutin, the automatic cycle is
started automatically according to the
given recipe

- if an external loading system is installec
other pieces are loaded automatically
and cut or not cut in according to the
setting & see below
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Position Function

Automatic material loading without cuin

- Material is loaded under the saw band
automatically

- The fird piece length is set
automaticallyd according to the cut
length set in the recipe

- After loading, the automatic cycle is
started automatically according to the
preset recipe

- If an external loading system is installec
other pieces are loaded automatically
and not cut in

Manual loading of the material without cut
in

This mode is only used:

- if the automatic cycle has been
interrupted and the operator wants to
resume it

- If an automatic cycle has been
completed and the operator wants to
continue in cuttingthe residual
material, according to a different settinc
of the automatic cycle, however

To continue in the interrupted cycle or
cutting the same material without the
necessity of cuiin, it is always necessary the
the operator does not open the vicds
(Spontaneous release if the hydraulics are
switched off is not detrimenta).

4. |f the previous automatic cycle was not completely completed, a screen will appear
asking if the operator wants to continue the incomplete automatic cycle

Continue with unfinished job?

Select the desired opbn on this screen.

Also see the chapter about interrupting the automatic cycle for more information.
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5.  After making the previous selections, the screen for starting the automatic cycle will

appear
SRS teh u

optimalisation

trimeut length Trimcut angle

20.0|

Press the START button to start the automatic cycle

When this screen appears, the START button starts flaghi

Position Function

Cooling

Cooling method
You can choose the cooling methods by repeatedly pushing.

- liquid cooling

e - Micronizer cooling*

= . without cooling

Selection of the position of the arm after the cut, in which the cawdiwill
be turned off
Pushing repeatedly, you can choose between the arm positions after cu

OFF

i - After cutting, the arm remains at the bottom and the cooling
is switched off

T - After cutting, the arm moves up and the cooling is switched o

ON

- cooling coninues even after the end of the cut (regardless of
arm position)
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Position Function

Saw band

Selection of the saw band switebff method

By repeated touch, you can choose the methods
saw band switchoff.

OFF
:|: i - switchoff if the arm is down

OFF

T

Field for entering the required cutting parameters

trimcut length Trimcut angle
If the automatic guidance with cutn Piems

option was selected, enter the desired cut in
20-0| parameters.

If you want to execute straight cuin, enter the
angle = 0A

- switchoff if the arm is up

Option to activak/deactivate the cut optimization
function

Press repeatedly to choose whether the option
will be:

- inactivel!i
- active!

* The option is only functional for a machine with the given equipment

optimalisation

Optimization of a cut

If the material section is symmetri,is suitable to choose the cutting variant with
minimum remnant. If pieces with different angles are cut, the angle sequence will
alternately rotate so that there is no waste between the pieces. This variant cannot
be used if the cut material section isot symmetric (e.g., {angle section).

LN L
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Attention!

During optimization, the shape will not be turned in a way which would prevent its
cutting (for example, due to violation of the conditions of safe clamping, etc.)!

Setting ofthe arm starting position above the material to start the cut

As standard, the machine is equipped with a device for detection of the arm
position above the material. In the automatic mode, the arm runs up above the
material to the height given by the eqpment setting (for details, see chapter
Equipment for detection of the arm position above the material).

By means of the potentiometer on the saw control panel, set the required cutting
speed

By means of the valve on the saw control panel, set the speedhsf arm descent
to cut

Push the START button and start the automatic cycle

If material loading with cutin has been selected, the operator is asked before the
automatic cycle starts whether the other bars should be cut in as well:

CUT IN OTHER LOADED BARS?

YESS each of the barsin the given automatic mode will be cut according to
inserted parameters (see the screen fout-in parameters setting)

NO 0 only the 1st bar in the cycle will be cut in; the other bars will be without-gut

The choice is onlyvalid if an input loading stem is installed before the saw,

continually loading on the feeder track more bars subsequently. If no input loading
system is installed, the YES/NO choice is irrelevant because only one bar at a time is
always loaded on the feeder track.
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11. After the STARDButton is pushed and the automatic cycle starts, a screen appears,
showing the automatic cycle process

-

Emergency stop ‘

0 Actual value Entered Actual
Ch 0.0° Angle 0.0° 58.8°
A 45.0 Position 0.0 mm 2634.0 mm
810 mm Pieces 0 ks 0 ks
AN 1.0 mm
“Z 81.0/mim Act. index 01 #=  -0010 m/min
s 00 :00: 00
New index as
W ==({) 00:00: 00
oo 0 pcs

Position Function
Option for the material position display
@ After you push the 0Mze
screen showing the automatic cycle process,

20 screenshowing the material positiorappears.

Option for viewing the current order state
After you push the 0Jc
screen showing the automatic cycle process, a
screenshowing the current order stateppears.

Option to activatddeactivate the cut
optimization function

Press repeatedly to choose whether the option

optimalisation will be:

- inactive
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The screen showing the material position

0 Actua! value Entered Actual
| Ch 0.0° Angle 0.0° 58.8°
| A 45.0° Position 0.0 mm 26340 mm
= AHE Pieces Oks oks
pmS 1.0 mm
- 81.0mm 0 & -0010 m/min

Act, Index

©® 00 :00:00
‘aw:w:w W

(
Newindex | 01 J
= = —

Material on input rolls (¢]

@ Material clamped
Begin found
Begin found | 0.0

Waste behid the saw

Position Function
322,0 mm 2304,9 mm 1961,0 mm 0.0
A
Lo oo el o

Parameters for service purposes

Do not change these parameters
without consulting with the
manufacturet
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Screen showing the current order state

i

0 Actual value Entered Actual

Ch 0.0 Angle 0.0° 58.8°
A 0:02 Position 854.7 mm | 2632.0 mm

= 0.0 mm Pieces O ks O ks

= 0.0 mm

L 0.ommfl . oy 01 = -0010 m/min
II New index 01| ﬁ@ 00/°.00:.00
F 0 pes II =w{ 00 : 00: 00

(=1~
02 09 02
04 /04
67 0.6
- +0.02 §_
0.8 ) .08
1.0 1.0
0.98 +0.49

1
.

%ao
Iﬁil-
)
—
=
%co
—
=
=
ORCK

-
wso ¥ 008 0§ o X o f ol O

1 1 1 > 17 B Vi 1
ol 00 () (v} ) () (s %n u_%‘b ol
(1] 9 00 [+) 0.0 (2] 00 Q (<))
0.0
00
hnd ol o 1l o 1l o ot o 1l o 1l o ol o 1l o
ol o 1 ol ol ol ol ol o a1l o 1 o |
Position Function

Return to the screen showing the automatic cycl
{ process

12. Automatic cycle procesafter pushing the START button
While the arm is descending to cut or even during cutting, you can modify the:
- saw band speed
- speed of the arm descent to cut
by means of control elements on the machine control panel..
1 Automatic cycle with automatic materidoading and cutin

After setting of the automatic cycle and its start with the START button:
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a) After you push the START button, the feeder moves to find the material front
with the laser beam. After the material front has been found, the feeder
clamps thematerial and loads it to the savo the given cutin length

It is assumed that in the mode of automatic loading to the saw the face of the
loaded material is straight.

b)  After the given material length has been loaded, the material is automatically
clampedby the main vice and cut in.

C) After the first piece has been cut in, the automatic cycle further proceeds
according to the settings of the recipe loaded.

Firstly, the piece from the first checked nonzero line of the recipe will be cut.

The cycle continuestepwise with all of the checked nonzero lines of the
recipe (for the cut in pieces with an identical cin length).

If an inlet loading system (such as a conveyer) is installed, the other pieces are
cut in as well according to the option for cuin of other barsd see above.

1  Automatic cycle with automatic material loading without ciith
After setting of the automatic cycle and its start with the START button:

a) After you push the START button, the feeder moves to find the material
front with the laser beamAfter the material front has been found, the
feeder clamps the material and loads it to the saw the given length for
the finished part.

It is assumed that in the mode of automatic loading to the saw the face of the
loaded material is straight.

b) clampedby the main vice and the piece from the first checked nonzero
line of the recipe will be cut first.

The cycle continues stepwise with all of the checked nonzero lines of the
recipe.

1  Automatic cycle with manual material loading with cih m

Caution r!

When manually loading the material with the feeder,
pay increased attention to prevent collision between
the material loaded and the main vice jaw.The main
vice must be opened sufficiently!

After setting of the automatic cycle and its start with the START button:

a) The arm turns to the set cuin angle.

b) The operator is asked to insert the material.

Insert material
into feeders vice.

Press button START when ready.
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The material must be inserted in the area of the feeding vice jaws so that it
can be detected by the sensor laser beam.

At the same time, the inserted material face must be far enough from the
main vice so that the feeder is able to detect the material face with the laser
beam.

c) The operator confirms insertion of the material by poig the START button.

d) By means of the manually controlled buttons on the control panel, the
operator transfers the material under the saw band, in which the-dntlength
is defined.

el After |l oading the material wunder the saw band,
button 8 cut-in will be started at the manually loaded material length.

f)  After cutin, the cycle continues automatically according to the settings in the
loaded recipe.

Firstly, the piece from the first checked nonzero line of the recipe will be cut.

The cyak continues stepwise with all of the checked nonzero lines of the recipe (for
the cut in pieces with an identical ctib length).

If an inlet loading system (such as a conveyer) is installed, the other pieces are cut
in as well according to the option focut-in of other barsd see above. To cuin of
bars fed by the inlet loading system, the parameters apply, entered in the screen
for manual loading with cutin.

Automatic cycle with manual material loading without it

This mode is only used if the autoatic cycle has been interrupted, not all of the
pieces have been cut and the operator wants to resume the started cycle.

It is necessary for this mode that the material remains initiated (that is, the operator
should not open the vices after the automaticycle interruption).

a) After the automatic cycle has been interrupted, the operator is asked whether
to continue with the unfinished task:

To resume the started cycle, it is necessary to

Continue with unfinished job?
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b) After selection. the dispkashows a screen for selection of cin, in which the
operator should choosamanual loading without cutin

.
Q &l . Emergency stop u

B

Cc) The operator goes through the setting of the automatic cycle up to the
screen for starting the automatic cycle.

d) Push JART to initiate the automatic cyci&the cycle will proceed from
the point at which it was interrupted

NOTICE:

If the operator opened the vices after interruption of the automatic cycle and the
machine lost information on the materiathe machinewill show amessageabout
loosing the information about the materiahfter the START buttoiis pushed to
resume the cycle:

Under these circumstances, the cycle cannot be resumed; confirm the sage and
start the cycle again.

13. After completion of the cycle:
- The arm automatically returns to the position at which the cut started
- Finish of the cycle is announced on the display.

14. Remove the cutoff.

15. Now you can repeat the entire procedure.
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3.7.2. Automatic cycle interruption
3.7.2.1. Procedure at the automatic cycle interruptio not &Pauseodo) if not all of
the pieces have been cut through according to the task (recipe) set
1. After the automatic cycle interruption other than o0Pau
according to the task (recipe) set have been cut through by the moment whee
automatic cycle was stopped; a screen appears with options for finishing the
unfinished task or resuming the unfinished task
Continue with unfinished job?
If you choose 0Yeso
- the cycle can proceed from the point of interruptioand the information on the
number of cut pieces ikept.
If you choose O0ONob6
- the cycle can proceed from the point of interruptiorhut the information on the
number of cut pieces is reset
2. IfyouchooseYes/Noon the previous screena screen appears for starting the

automatic cycle
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3. If youwantto resume the interrupted cycleyou should choose the option fothe
mode of manual loading without cutin in this screen

3

=

o
-

Further, see the Automatic cycle with manual loading without -ant

In the mode of Automatic cycle with manudbading without cutin, it is also
possible to modify the recipe continuation.

If you do not want to resume the interrupted cycle, you can start another cycle in
the screen for the automatic cycle start, move to another mode or switch off the
machine.

4. Automatic cycle interruption with the STOP button
lpushh cycle interruption of the adPauseod type
This interruption is only possible if the cut has not been started.

After you push the Start button, the interrupted cycle will proceed from the point of
interruption.

2 pushesd automatic cycle interruption

If the cut has been started, the machine does not respond to 1 push; the cut will be
stopped only after the 2nd push of the STOP button.

Double push of the STOP button can also be used to interrupt the autaimaycle
at any other phase.

After double push of the STOP button, if not all of the pieces have been cut
through in the unfinished task, proceed according to the procedure above.

3.7.2.2. Automatic cycle interruption with theEmergency Stop Switch
In ememgency caes, push the Emergency Stop Switbhtton on the control panel.
- 1 push - interruption of safety circuits
- automatic cycle interruption
1. Switch on the safety circuits again.

2. If not all of the pieces have been cut through in the unfinished task, follow the
procedure above
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3.7.2.3. Interruption of safety circuits
1 Before the machine is restarted, the safety circuits must be switched on.
T Further, see the oOProcedure of interruption (not the
cycle if not all of the parts have been cut accordirig the given task (recipe)
3.7.2.4. Error
An error occurs during the automatic cycle and an error message appears on the
control panel display.
1 To resume the interrupted cycle:
1. Remove the cause of the error.
2. Confirm the error message.
3. If not all of the pieces havéeen cut through in the unfinished task, and if it is
enabled, follow the above procedure.
If the screen for resuming the unfinished task does not appear after you have
removed the error, you must start the cycle again.
3.8. Recipes
3.8.1. Creation of a new recipeand modification of an existing recipe
1 Anew recipe can be created:
- Po vymaz8ktufbhhnznalten® receptury
- nebo na z8kl adn %Ypr avydthakis, bySreating nalt en® rece
a modified version of an existing recipe and saving this modified vens
under a different name.
1 Attention!
If you do not save the modified or newly entered task (recipe), the data entered will
be lost the moment when you load another recipe.
The created recipe can be saved in the machine's memory or in an external
memory - see below.
1  One recipe can only be entered for one material width.
If you cut more widths, you must gradually create and load a special recipe for
every width.
1 Inthe recipe setting menu, you can set up @lcolumns each line corresponding
to a seriesof pieces of the same shape, cut in sequence.
1 The automatic cycle always starts with the first checked nonzero line of the recipe,

and proceeds stepwise by all of the following nonzero lines checked
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3.8.2.

Procedurefor creation (modification)ofa recipefor cutting a single
angles

On the main screen of the control software, select the option fautomatic cycle
for cutting a single angle

s Y
Bowmar
Y

Then press the option to enter the recipe:
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Thisscreen appearsdr setting of a new recipe or modification ofin existing oned
loaded recipein the following form:

Adjust either the currently loadedrecipe on this screeror load a new recipe using

selection;J- see theprocedure describedn the section in the chapteabout
loading a savedrecipe.

00 2 3 4 05 6 7 8
CA | 450 0.0 0.0, 0.0 0.0 0.0 0.0 0.0[°
A]| 450 0.0 0.0 00 0.0 00 00 0.0
U /N | 5000 00 00 00 00 00 00 0.0
2. [660.00 00 00 0.0 00 00 00 0.0
Pieces 300 [ 0 0 0 0 0 0 0 lpcs
[ A2 -45.0ﬂ L1 500.0 mm Al 45.0j
9
@ - 300 ks
o
1 i
Position Function
I 00 [ The number of the column

I :h I Angle at the front edge

I E | Angle at the back edge

L1 & Cut piece length

| L2 Q | Cut piece length

I POEet kusﬁ | Required number of final pieces

Browsing between columns

- »

Activation ofthe written recipe
When this option is pressed

- the data that arecurrently written in the
recipe will be loaded as the current recipe
for the automatic cycle

- and the initial screemwith options for the
material loading and cutting in
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Position Function

Accesgo the menu for saving / loading the
entered recipe

Option to activate/deactivate the cut
optimization function

Press repeatedly to choose whether the

optimalisation option will be:

- inactive

- active

Delete data in the marked column

Delete the whole content oflie recipe

Insertion of the parameters of the final pieces in the listed column

The specified
length of the cut

Angle on the Angle on the

back edge :’:;dth of front edge

. A2-45.09 &1500.0 nfm
_ | l

Al 4{0‘1

ele)

300 ks
Signaling the
YaI|d|ty of the Required
msertedf number of final
nieces
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Signaling the validity of the inserted parameters

The entred data areinvalid 8 the piececannot be cut

The desired number of pieces has nbieen inserted

The entered data are valid

® 00

The entered parameters are copied to the appropriate highlighted column in the
recipe table at the top of the screen.

00 01

CA | 45.0
5 A -45.0

2\ | 500.0
L Lo | 660.0
Pieces 300

4. Activateor savethe created recipe for cutting simple angles

Activation

If you want to wse a currently modified or newly created recipe to control the
automatic cycle you are preparing, it is necessary to activate the saved recipe by

_ _ 11
selecting the selectiol! !

After this selection is pushedhe screen appears with options for the material
loading and cutting in

Emergency stop

g k%,
B—=b M Vb

Saving?

0 ==

Press icont—‘ and follow the chapter "Saving/ loading recipe®
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3.8.3. Procedure for creation (modification)a recip#or for cutting
multiple angles

1. On the main screen of the control software, select the option for automatic leyc
for cutting multiple angles

®

o
g\ W
. Bowmar %\L
= (=

2. Then press the option to enter the recipe:
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3. Thisscreen will appear for entering a new recipe or for editing an existintpaded
-_recipe in the following form:

A e A

Lb 150.0 mn |
e —

En N R B =

Position Function

Choose the appropriate shape according to
the desired shape of the final pieces

Insertion of the parameters of the final pieces

Enter the required parameters to the active
fields

Access to the menu for saving / loading the
entered recipe

Activation of the written recipe
When this option is pressed:

- the data that are currently written in the
recipe will be loaded as the current recipe
for the automatic cycle

- and the initial screerwith options for the
material loading and atting in.
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4. Activate or save the created recipe for cutting multiple angles

5. Activation

If you want to use a currently modified or newly created recipe to control the
automatic cycle you are preparing, it is necessary to activate the saved recipe by

selecting the selectiol* !

After this selection is pushed, the screen appears with options for the material
loading and cutting in

Saving?

Press iconz—‘ and follow the chapter "Savingoading recipes'o

3.8.4. Saving/ loading recipes

If the created (modified) reipe is not saved, the entered data will be deleted when
another recipe is loaded.

1. Compile a recipe by the procedure described in the chapter on the recipe creation.

2. Onthe created recipe screen, choose the option for working with recipe files:

) CEECl) | 300ks
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Position

Function

Return to the previous screen

List of files
A drop-down menu with a list of files that are stored in
the given memory

Save the nev file

Load a recipe from the machine memory
Choose required file from the list of files

Save a recipe to the machine memory

After choosing this option, the user will be asked if he
wants to save the file under a new name or if he want:
to overwrite one of the already saved files.

A window with an input field will be activated for
entering a new name.

If the user wants to overwrite a saved file, he selects t
appropriate file in the file list.

Delete the selected file
Selects the appropriateile in the file list.

Load a recipe from USB
Choose required file from the list of files

Save a recipe to USB

After choosing this option, the user will be asked if he
wants to save the file under a new name or if he want:
to overwrite one of the alrady saved files.

A window with an input field will be activated for
entering a new name.

If the user wants to overwrite a saved file, he selects t
appropriate file in the file list.
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Z8kl adn2 nastaven?
Nastaven?2 servisn?
parametr it/

Grundeinste llungen und

Einstellung der

Serviceparameter/

Basic setting and Setting of

service parameters
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4.1.

Bomar

Passwords for basic settings andnsertion of service

parameters

In the individual screens, it is only possible to set the parameters which are
coloured immediately or after the password at the certain hierarchical level is
entered. Parameters the boxes of which remain uncoloured can only be set at a

higher hierarchical level.

Hierarchic level Password
1 1234
2 3467
3 2468
4 135248

When touchingany of the input fields that are not active, the user is prompted to
enter a password which protects the field modification.

/-l\-’lﬂl ;

—r

Material Loading
Material

Hard laser

Band deviation

Thrust saw

OO )

Thrust feeder

After entering the password, information about the level of the entered password

appears.

Stop after cut NO sfb»mc .

-
Deviation mode None .
Main thrust mode | 1.Vice, 2 Torust
Feeder thrust mode ‘@

Length for cut-off 20.0 mm

Saw-belt width 1.70 mm

If the given field can be edited under the password at the specified level, the
inactive field will be activated and you can make the edits.
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4.2. Entering the menu for basic settings and setting service
parameters

1. Choose the option for setting of service parameteirs the main screen of the
control softwar

>
1
!

2. This screen appears for mendisettings.

2 EEeE

Position Function

Icon to enter the alarm archive screen

After pressing this icon, a screen for saving / loading recipes
will appear

Language selection by repeatedy pressing the icon, it is
possible to go through all the variants available on the
machine

Enter your password

9 2 Manual version:  2.15 / Nov. 2022
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Position Function

Darken the panel

Lighten the panel

Switching to the service menu of the panel (tuff
visualization)

Entering the Belt Correction Wizard

4.3. Basic settings

1. Choose the slection aBasic settingso at this scr

Stop after cut NO STOPPING i
Material Loading @
X . ZoN Swarf-conv. mode NOT USED
Material Unloading |QJ
Hard laser |§‘ Deviation mode
Band deviation ‘Q| 2
=== Main thrust mode 1:Vice. 2. Thrust
Thrust saw [0
7 1. Vice, 2. Thrust
Thrust feeder U Feeder thrust mode
Length for cut-off
Saw-belt width

2. Touch the field in which you want to change setting and insert the password for
activation of thisfield

3. Make requested settingn the active field

93




Bomar

4.4,

1.

4.4.1.

Settin of service parameters

On this screen choose parameter Service

CEE T

You can browse between screens using the arrows.

Setting the service parameters of the feeder vice

Main vice Main vice shift

Opening time

Opening timeout |

Closing timeout 10.0's
X - . ‘~— Switch off filter |
Time of SP filter | 0.55 > S
i X —————— Closing timeout |
Switch off SP filter | 1.0 ) .
- Switch off filter
Bounce time \ 0.5 5|

Main thrust -
Opening time \ 0.0 5|
k. ———( ¥ O
Closing timeout | 0.0 | m——
~V | TimeSPfilter \ 0.0 5 [SA
Switch off SP filter | 0.0
Bounce time \ 0.0s
Postion Furction

If after this time it is not signaled that the vice is

Opening timeout . .
P 9 open, the machine will report an error.

If after this time it is not signaled that the vice is

Closingtimeout . .
closed, the machine will report an error.

The time delay after which it is detected that the vic

Closingfilter & G

The time delay after which it is detected that the vic

Switch offfilter .
is opened.

Bounce time The duration of the vce bounce off
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Position Function

Vice measurement

Vice width measurement

Sensor resolution l Parameterdor measuring the vise

Reference value Do not change the set values without

Feeder vice open position consulting the manufacturer!

Reference value

Vice bounceoff

Release vice

Clamp vice

Aretation of the vice

Setting the service parameters of the feeder

SWiimit-|  320.0mm v " [ 3500 mmls | 0.0 mmls|

u Referencing|  2632.0 mm| v B[ 400.0 mmis

SW limit + 2650.0 mm| v E» ‘ 50.0 mml§\

Sensor resolution | 0.025007510

vjeg [ 100.0 mmis| NI b

vmin [ 6.0 mmi M o10mm

2 [500.0 mmisn2) ER ™ oo

Reference - mode Reference switch l MRS ‘ 460.0 mm/s;
Laser - saw distance [1055.0 mm|

Length of outfeed | 250.0 mm| E—

Laser - vice distance | 47.5mm| Brake delay | 200.0ms
Vice width | 307.0 mm|

Min. feeder pos. for load material | 1200.0 mm|

Bomar
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Position

Function

SWlimit-[ 320,0 mm
Referencnii  2634,0 mm

SWIimit+|  2650,0 mm

M  Setting of minimum dowed unit
position

1 Unit reference position

T Maximum allowed unit position

v [ 350,0mmis
v §» TOE,O?NS‘
v@»[ 50,0 mmis
viog | 100,0 mmis

vmin | 10,0 mmls|

Setting of positioning speed parameters
1 Speed in manual mode

1  Accelerated speed for automatic
movements

1 Speed for automatic movements

1 Travel speed if the machine is not
referenced

1 Maximum speed

a  [500,0 mm/sA2,

Setting of unit movement acceleration

Sensor resolution 10.02500751 0

=0 6.0 mm
| 0.10mm
"I"l! 0.10 mm|

vmax | 460.0 mmls

Parameters for sensor resolution
Do not change the set values without
consulting the manufacturer!

Laserd saw distance

The distance of the laser beam on the saw fror
the nearest edge of the mairvice

Length of outfeed

Length which is pushed out after the cut

Laserd vice distance

The distance of the laser beam on the feeder
from the nearest edge of the feeder vice

Vice width

Vice width = vice jaw width

Min. feeder posifor load
material

Positon to which the feeder moves to clamp
the material in the automatic mode with
automatic material loading.
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4.4.3. Setting the service parameters of the sawvice

A

Feeder vice
| | Opening timeout
Closing timeout

| Closing filter
Switch off filter

Bounce time

Thrust feeder
Opening timeout
Closing timeout
Closing filter
Switch off filter

Position

Vice width measurement

Sensor resolution \Mé
Reference value [ 540.0 mm|
Feeder vice open position \ml
Reference value 0.0 mm

0.0s
0.05s

\ 10.0 5|
\ 0.0s

\

{

Function

Opening time

Time for opening the vice

Closing timeout

If after this timeit is not signaled that the vice is
closed, the machine will report an error.

Time of SP filter

The time delay after which it is detected that the vic
is clamped.

Switch off SP filter

The time delay after which it is detected that the vic
is opened.

Bounce time

The duration of the vce bounce off

Main vice shift

Main vice shift

Opening timeout
Switch off filter
Closing timeout
Switch off filter

Parametrs for main vice shift

Do not change the set values without
consulting the manufacturer!

Vice bounceoff

Release vice

Clamp vice

Bomar
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Position Function

Main vice table shift

4.4.4, Setting the ®rvice parameters of the saw

Emergencystop v
SW limit- | 60.0% vl | 15.0 °ls| 0.0°fs
eterence | BIF 55 75 RSO | i o’f‘ Sensor resolution | 0.00248190)
SW limit+ | 60.09 vmin | 2.0°s| NI o

wmax 15070 | 0.05 mm|
‘ @ [ 3007 W 010mm
Angle of division for vice \ -0.59 time over material | 0.5

Timeout up | 25.0 5
p Ref itch . } \
Reference - mode Sthalalti Timeout to material | 2005

i Brakedelay | 0.2s

Position Function
1  Setting of minimum allowed unit
SW limit- | -60.0 position
Reference 757 . .
- 1 Unit reference position
SWlimit + | 60.0°
1  Maximum allowed unit position
Setting of positioning speed parameters
v l"'/ ‘ 15,0 °ls 1 Speed in the manual mode
- —————— 1 Accelerated speed of automatic
g | 4,0 °ls| movements
vmin | 2,0°/s 1 Speed of automatic movements
v max | 15,0 °ls 1 Travel speed if the machine is not
referenced
1  Minimum speed
a 1 . . .
500,0 mm/s”2) Setting of unit movement acceleration
Sensor resolution | 0.00248190 .
i Parameters for sensor resolution
I 1.0 mm| .
~—— i Do not change the set values without
H| 0.05 mm| .
~—— i consulting the manufacturer!
HH| 0.10 mm|
Angle of division forvice Limit angle for adjusting the vice table
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Position Function

Time for the arm to return to the starting
position above the materia8 if the position is
not reached after this time, the machine will
report an error.

Time over material

If after this time it$ not signaled that the unit
Timeout up reached the position, the machine will report ar
error.

If after this time it is not signaled that the unit
Timeout to material reached the position, the machine will report ar
error.

Stepping of cutting

This icon willun a simulation of the section for
testing purposesThe arm will only reach over
the material, it will not start the cut.

Unbraking the unit

4.4.4.1. Band correction guide (Wizard)

The band correction guide can be started in the screenMe puet t i ngs 6.
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The menu enables setting of parameters for the band width correction, band axis
offset correction and correction fothe arm axis offset.

Saw-belt width 1.70 mm

Saw arm offset adjustment

Saw band offset adjustment

Next positioning length

Position Function
Saw belt width Insert real saw band width
Saw arm offset adjustment @
sev e el adstment Currently saved values
Next positioning length

Option to enter to the screen for calculation of
correction

1 Band width correction (Cuthrough correction)

Saw-belt width

0.00 mm

1.70|
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Paosition Function
Required piece length
Requested g ¢ ) ¢ .
Enter the required (set) piece length
Real piece length
Measured .
Enter the real (measured)iece length
Option for correction calculation
After entering the lengths, push to calculate the
correction.
e Confirmation and saving
. - confirmation and saving of the correction
calculation result displayed as a valid value
To perform the offcut corection:
. Cut1 test piece of the material from one bar
of the required length
with both faces cut at the angle of O0A
Measure the real length of the piece cut off.
Enter the required and really measured length of the test piece in the pertinent
entry boxesm the screen for offcut correction.
Push the option for correction calculation; the machine will determine the-offt
value.
. Thecalculatedofic ut value is displayed in the oBand widt

If you agree to the result displayed, confirm it; and thelua will be saved in the
machine memory. At the same time, it will appear in the box on the right of the
confirmation option.

Band offset correction (Band deviation correction)

Q Ready for automatic mode- s, 'A‘

Saw band offset adjustment 0.00 mm @ 0.00|
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Position Function
‘ 0.0 mm| l
1' “ B Real piece length
a5 Enter the real (measured) piece lertgt
| 0.0 mm |

Option for correction calculation

After entering the lengths, push to calculate the
correction.

Confirmation and saving

- confirmation and saving of the correction
calculation result displayed as a valid value

To perform the banebffset correction:

1. Cut2 test pieces of the material from one bawith the faces at the angles:
0A acqdA (1st piece)
-4 5 A a n2hd fede)

- in conformity with the illustration in the screen for the band offset correction.

2. Measure the real lengths of both piecedin conformity with the illustration in the
screen for the band offset correction.

The measured values should be symmetrically distributed around the required
value (e.g., if the required value is 100 mm, the resultant measured values should be
approx. 95 mmand 105 mm).

If the measured values are not symmetrical, the band deviation correction may
have been executed incorrectly; therefore, check and, if necessary, correct the band
deviation correction.

If the band deviation correction is correct and the resaht deviations are not
symmetrical, consult the manufacturer.

3. If both the resultant deviations are symmetrical, enter both of the lengths
measured in the pertinent entry boxes in the screen for -affit correction.

4. Choose the calculation option; the maahe will determine the offcut value.
5. Thecalculatedofit ut value is displayed in the o0Band widt

6. If you agree to the result displayed, confirm it; and the value will be saved in the
machine memory. At the same time, it will appear in the box on thight of the
confirmation option.
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1 Arm axis offset (Arm deviation)

‘ 0.0 mm ‘

1. 2.
-45¢° 45°

Saw arm offset adjustment 0.00 mm m 0.00|

Position Function

450 i Real piece length
Enter the real (measured) piece length

Option for correction calculation
After entering the lengths, push to calculate the
correction.

Confirmation and saving

- confirmation and saving of the correction
calculation result displayed as a valid value

To perform the arm axioffset correction:

1. Cut2 test pieces of the material from one bawith the faces at the angles:
+45A-454 (st piece
-45Aand +45 (2nd piece)

- identically to the illustration in the screen for the band offset correction..

2. Measure the real lengths of both piecedidentically to the illustration in the screen
for the band offset correction.

3. The measured values shalibe symmetrically distributed around the required
value (e.g., if the required value is 100 mm, the resultant measured values should be

approx. 95 mm and 105 mm).

4. If the measured values are not symmetrical, this may have been caused by
inaccurate materiatlimensions. Cut and evaluate material samples with accurate

dimensions.
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If the material dimensions are accurate, the band deviation correction may have
been executed incorrectly; therefore, check and, if necessary, correct the band
deviation correction.

If the material dimensions and band offset corrections are all right, but the resultant
deviations are not symmetrical, consult the manufacturer.

5. If both the resultant deviations are symmetrical, enter both of the lengths measured
in the pertinent entry boxs in the screen for offcut correction.

6. Choose the calculation option; the machine will determine the-affit value.
7. Thecalculatedofit ut value is displayed in the oBand widt

If you agree to the result displayed, confirm it; and the value will &&ved in the
machine memory. At the same time, it will appear in the box on the right of the
confirmation option.
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5. Ses$2zen? stroje
Einstell en der
Machine setting/
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5.1. Remote control (optional accessories)
5.1.1. Connection for remote control- requests:
The speed of internet connection has to be at least 2 MB/s.
5.1.2. Setting of Ewon Router COSY
1. Connect private Bptop to one of the LAN port of our EWON router.
2. Set the I P address of |l aptopls network card to

addresses 192.168.75 99).
3. Open internet browser and write address 192.168.77.10 to address line.
4. Main screen appears> Click on Settings and set user: adm and password: adm.

5. Click on folder Internet. Physical protection has to be setDigital Input not used.

A0 N

——————
System Internet Talk2M ~ Gateway Maintenance »

Internet connection

Internet Connection:  Ethernet Internet interface
Physical protection: E 3l Input not used vl

[Jintialize configuration first

oJoloYss

6. Click Next button and configure your WAN IP address according your internet
provider.

AL N

Shortcut Ment

Talk2m v Gateway [ Maintenance P 3

System 1 Intemet

Ethernet WAN
Addiess Setup @

IP Address:

Subnet Mask

Default
Gateway:

92.168.1.25
i T—

HTTP Proxy

[JConnect to Talk2M through Proxy
Do you connect to Talk2M through an HTTP P
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7. Click Next and execute Tesf internet connection. If test passed internet
connection should be set properly.

Note: You can test it by connecting the ethernet cable to your laptop with same
setting of network card like eWon has and you suppose to be able browse on
internet.

8. After that click on Talk2M folder and choose Register with ACTIVATION KEY .

Shortcot Menu

K4
o

Talk2m \/ Gateway r Maintenance @ ; J |

System P Internet

Selectyour prefered method for registering the eWON on Talk2M.com?
Register with eWON NAME

) Use /ON Talk2m name and your Talk2m login and pasword
o | The nust first be defined in Talkah
Register with ACTIVATION KEY
u I *Activation Key' provided by talk2M.com
AR"“'E e first ke defined in Talk2m
Activation Key:

Important: Your eWWON must have a working Internet Cannection
Before using the wizard, the eWON Internet access must be correctly configured.

oloYo

9. To column write the activation key from-enail and click Next.

10. Execute Test. If test passed the setting is completed and we can test it from our site.

5.2. Set oft the sleep mode oft he diplay

The sleep mode can be set on the displayhat means- if no touch is made on the
display for a longer time, then after the time which was preset as a waiting period
for switching of the touch screen into sleep mode, the display will be automatically
switched to Sleep Mode thus the preset background will be displayed on the
touch screen.

The display that was switched to the sleep mode can then be revived by a touch.

These parameters were adjusted for the sleep mode of the disptgythe producer.
- Sleep Mode- active

- the time period for waiting before switching the display to the sleep mode
4 30 min.

- standard image for thesleep mode is a black background
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If you want to change theparameters which were preset by the producer folow
these instruction

Press thethe button for the displaysetting and keep it pushedor a few seconds

The keyboard and and the appeal for the password insertion appear.
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3. Insert the password into the field for the password insertion

The pasword is:ic

] [l 7 o S

4.  Confirm thansertedpassword with the selection OK.

5.  The screen with the menu for control of the display appears. Choose the selection
aScreeno on this sccr eedsplagsetingbdpersmenu wi th off el

Start screensaver after 15 -l [

ek g Backlight off

1 10 Manual version:  2.15 / Nov. 2022
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6. Itis possible to change the time period for waiting for display sleep mode in the
= |f=

field asS.dhepaiodcanbechanged using symbd

15

Backlight ¢

- | o
The set time is display®next to the symbols-and it can be changed in
the range of 060min.

Start screensaver after 15 -l [

b&\t off

7.  After the time period is set, check if the selection for switching of the display to the
sleep mode is checked.

50

Start screensaver after 15 ooy +~

Backlight off
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8 Pro ul oFhevre2n2nassp&§nkov®ho reBlBmued&sBEketi & avobkte
zobrazen®m menu zvolte aSave changes & Exito.

9. To save the selections for switching of the display to the sleep mode choose the

selection aSave & Exito ancdtherdeedisplaypdoose aSave cl
menu.

Audio
Hand button

VNC

Exit without saving

Web
Storage

Update

The adjusted selections will be saved and the display will be switched tzo the sleep
mode.

5.3. Machine setting

5.3.1. Setting of the frame lowering speed

Frame lowering speed is set by valve on the control panel

1 Turn clockwise to decrease frame lowering speed.

9 Turn counterclockwise to increase frame lowering speed.

Note:
If the throttle valve is closed too tightly, the valve seat may
be damaged and may start to leak.Tighten the valve

lightly.

5.3.2. Setting of the cutting speed

Manual version:  2.15 / Nov. 2022
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The speed of the saw band can be gradually adjusted from 20 to 120 m:iniBet
the speed as follows:

1 Set the switch of the frequency changer on the control panel (positi@) to
required speed. The band speed is displayed durisgmiautomatic cycle

5.3.3. Frame bottom stop position setting

The bottom stop position of the frame limits the lowegiosition of the frame. This
position must be checked once per month. In case of wrong setting the vice may
be cut or the material is not cut completely.

Setting of frame bottom stop position is made by adjustable excenter on the frame
beam.

5.3.4. Setting of gptimum distance of the guiding cubes

In order to maintain stable cut and sufficient precision, it is necessary to place the
left guiding cube as close to the cut material as possible.

1. Switch off the hydraulics.

2. Release guiding listel lever.

1AR Individi

3. Move left part of the guiding so the edge of the left guiding cube is as
close to the cut material as possible.

4. Tighten the levers and check position of the guiding cube.

During adjustment pay increased attention to prevent collision of thewuce for
setting of the arm lifting (fast feed brake) with the cube at cutting!
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5.3.5. Pressure adjusting to the cut

The band saw ergonomic 320.250 DGH is equipped with cutting pressure
regulation on the right guiding cube.

Pressuresetting is performed with regulation wheel on the guiding cube..

Downfeed Description
downfeed pressure is bigger Screw on the wheel
downfeed pressure is smaller Screw off the wheel

One visible neck
Solid material oveA 200 mm.

Two visible necks
Solid material toA 80 -A 200 mm.

Three visible necks

Pipes and shaped material with surface from 41@5 mm.
I- shaped material from 206 280 mm.

Solid material toA 80 mm.

Four visible necks
Pipes and shapes material with surface to 10 mm.
| - shapedmaterial to 200 mm .

1 1 4 Manual version:  2.15 / Nov. 2022
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Brush setting

The brush for chip removal from the saw band influences cutting durability, saw
band lifetime and wheels lifetime, hard metal guides and finally the cut accuracy.
Brush adjustment must be checked every shift.

1. Open the cover of the band arm

2. Adjust the position of brush to the saw band by turning the adjusting
screw(see arrow) of the brush.

The brush must touch with teeth of the saw band.

@)

Attention!
The brushmust not touch the bottom of the saw teeth!

3. Incase, that the brusis not turned right (driving wheel of the brush slips
on the driving wheel of the saw band), push by means of the screws (see
arrows) driving wheel of the brush to the driving wheel of the saw band.

Bomar
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Attention!

The screw must not be tightened with heavy force, because
driving wheel of the brush can be damaged or the lifetime
of the bearings of the driving wheel of the band can be
lowered!

Mount the brush cover back to its place / close saw arm cover

5.3.7. Device detecting the arm position above the material

The device is installed on the machine to detect the arm position above the
material.

The device is used toajust the arm lifting
1. Before the first cut, lift the arm to the uppermost position.

2. Insert a material into the vice

3. Ifthe arm is lowered to cut from a sufficient height above the material, the
fast feed can be enabled automatically or manually.

1 16 Manual version:  2.15 / Nov. 2022
Manual rev.: 1




4. If the device arm gets into contact with the material, the limit switch is
activated and the arm movement slows down automatically to the preset
speed of the arm feed to cut..

5. Then, in the automatic cycle, the arm is lifted only toetlheight above the
material until the limit switch is reactivated.

The device is also used to control the arm lowering to cut:
1.  After starting the cut, the arm moves with fast feed.

2. If the device arm touches the material, the speed is switched from fastife
to the preset speed of the arm lowering to cut..

The device has been adjusted by the manufacturer, do not interfere with the
adjustment!

Regularly check the free running of equipment and keep sliding surfaces of guiding
rods clean and lubricated!

In the event that the arm does not fall into the cut, check the status of the device,
especially if it is not released limit switch or bent guide rod.

In case of a fault, contact the manufacturer!

Bomar
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5.3.8. Laserlinerd optional accessory

The device is used to ascertaexact position of the material cut before cutting.

The cut is indicated by the laser beam projected on the surface of the prepared
material..

The switch for Laserliner is located on the control panel..

5.3.9. Mikroniser and MicroBoxP mist lubrication
The phcement of a Microniser at the machine is pursuant to this photo
Next photos are for illustrative purposes only.

Microniser and MicroBOX are devices used to create a lubricating oil mist in precise
doses of oil and air mixture, which is then applied dirgcto the saw band.

Micronizer MicroBox

1 18 Manual version:  2.15 / Nov. 2022
Manual rev.: 1




Bomar

The device serves for ideal cooling and lubrication of the cutting blade when closed
profiles are cut, and helps to maximize ease of cut.

There is no leakage of coolant outside the work area of the sawenta profile
material is cut.

The device is suitable for all Bomar saws.
Microniser setting:

For proper function of the Microniser pressured air (in the range of 0.5 to 0.5 MPa
(5-6 bar)) must supplied from the pneumatic system (dry, clean, free of uées)
see - arrow 1

Micronizer

MicroBox
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2. Arrow 2 - shows the output of the cooling medium (air + oil).

Arrow 3 - shows the inlet for the power supply cable.

Micronizer

MicroBox

3. Set the interval of cutting oil dispersion on the Micronisearrow 4 (3-20 pulses /
min.). Adjust this interval to the parameters of the saw band and cut material.

Micronizer
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MicroBox

4. Adjust the amount of oil with a regulator arrow5

Micronizer

MicroBox
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5. Setting the air quantity using another regulaterarrow 6

Micronizer

MicroBox

6. Switching on / off of the Microniser is depends on the control system of the
machine it is installed on. See chapter o0Machi ne

Recommended cutting oils for Micronisation

Manufacturer Cutting oil
Biona Biocut
Paramo Paramo cut 22

Featured are cutting oils with viscosity class 22.1

Adding of the coolant is possible after removing the filling cap. After the filing is
finished the cap must be screwed in again.

Packagelncludes: a tank with regulators, connection 6m hose, diffuser.
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5.3.10. Halogen lighing of working aregoptional accessory)

Light the working area othe machine with natural light and helps to facilitate
cutting with a band saw.

Proper lighting in your work area greatly enhances ergonomics machines

Turn on and off light switch is made directly to the halogen light.

Desgn lighting unit meets IP54 Protection against water jets.

Technical data halogen light :

Supply voltage 230V

Lenght flexible arm 300 mm

average P 5,5 mm
lenght 80 mm
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5.3.11. Device for regulation of clamping pressure
(optional accessory)

The hydraulic pessure device is determined for pressure setting on the main vice
and feed vise.

Warning !
Because the hydraulic pressure equipment pressurg,2 o 4
MPa, loosen the screws with caution!

Instruction for adjustment of clamping pressure

1. Release the locknut of the control screw at the pressure valve

Manual version:  2.15 / Nov. 2022

1 24 Manual rev.: 1




Bomar

2. Adjust the clamping pressure to the required value using the control screw.

1 When turning the pressure valvelockwise the pressure increases
1 When turning the pressure valveounterclockwise lowers the pressure

The indcator at the manometer at the device for clamping pressure adjustment
indicates the set value.

The recommended pressure value is between the values defined through the green
arrows at the manometer at the device for controlling of the clamping pressure.

3. Tighten the locknut of the control screw at the pressure valve .
Attention:

It isnlt necessary to adjust the hydraulic pressure of
adjust the clamping pressure
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5.3.12. Electronicmeasuring device(optional accessories)

Zero positionsetting

Push the I ncr/ Abs key (even several times) wunti/l
e 3
»> [1]2]]

OFFSET

“poaBfes:

Fi

LY
— —

Digital measuring adjustment

Position Description
1 Current position
2 Unit, measuring mode
3 Active additional constant (* key)
4 Battery status
5 Reference recat shall be maded after the apparatus is switched
on.

Description of key functions:

Key Stop mode Setting mode
F Entering parameters (3 sec)
Basic key Saving parameters and returning

(3 sec)
@ + Reference recording (P09 value

ESEt Change of displayingri inches iSelection of following decade
Incr/ Absolute and incremental

) Change of active decade o +1
Abs measuring

Selection of additional constant:Change of sign -

Description of key functions at measuring initialisation:

Key Description

F Induces calibration of the apparatus when it is switched on (batte
{inserted).
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Key Description

Induces calibration of the apparatus and sets default values whei
+ gthe apparaus is switched on.

Description of digital measuring parameters:

Parameter Description Default value

Measuring configuration:
PO1 A A =0: positive direction of measuring 0
A = 1: negative direction of measuring

Measuring unit:
A =0: mm/symbold mmo

A = 1: inch |/ symbol

P02 A 0
A = 2: mm / symbol 0
A = 3: mm / symbol 0

A =4: mm / no symbol

PO3 A Deci mal point ( 0é&4 2
Key blocking:
A: 0Seto key (0 = ac
P05 ABC N . 000
B: o0lncr/ Absd keye) (O
C: 0*0 key (0 = acti
P08 Correction factor (O 1.0000
P09 Reference 9999999 é& +999¢ 0

P10 Additional constant1(9 9 99999 &

P11 Additional constant2¢9 999999 &

[« NelNe)

P12 Additional congant3(-9 999999 &

Configuration of add
A = 0: inactive (cannot be selected)

P13 A A =1: Additional constant 1 active 3
A = 2: Additional constants 1 & 2 active

A = 3: Additional constants 1 & 2 & 3 active

P90 No function 0

P99 Displaying firmware version XXX
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5.3.13. Speed adjustment of the arm lowering
(optional accessory)

The current speed of vertical movement of the arm is displayed on a digital display
which is mounted on the saw arm.

The measuring unit is set bghe manufacture
5.3.14. Third cooling inflow (optional accessory)
Flexible coolant supply allows to bring the coolant to the desired location.

Third, easily routable and adjustable coolant supply with nozzle ensures sufficient
lubrication and cooling of the stp in the middle of the cut material

Particularly suitable for cutting materials with a larger average, where the opening
of the guide blocks larger blade and prevents proper lubrication and cooling of the
entire length of the cut

For normal cutting off he third coolang inflow may be easily disconnected by
closure

When adjusting the nozzle, pay increased attention that the inlet hose does not
stand in the way of the saw band.

The third coolant inflow get in the package complete package including all jpens
and hoses- just connect to existing cooling divorce
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Manual rev.: 1




5.3.15.

Bomar

Complete package includes: flexible hose (length 600 mm), shunt valve, inlet plastic
hose (depending on the type of machine min. 1m), interconnection schedule,
holderto the machine screws (2xM&yansformer and wiring.

Tool cleaning machines from chips after cutting.
- optional accessory

The tool can be used for cleaning of a machine from chips which were produced
during cutting proces.

As a cleaning liquid is used coolant which spouts fromtheo z z1 e of the daguno
when its handle is pushed down.

P =

With custom pump (min. capacity 16 | / min.) The coolant gets into the rinsing pistol
with the trigger lever.

Sufficient pressure to the chips and debris were eliminated from the bearing
surfaces 6 the base material and the saw.

Gun cleaning machine from the chip is supplied with a sufficient supply hose for
easy handling (diameter of 12/8 mm).
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Package includes:.

1. Ergonomic handle allows easy handling of the gun during cleaning machine.

2. Brass adjstable nozzle allows for smooth width rinse stream.

3. Valve for setting maximum coolant flow

4. Also included is a convenient holder for postponement gun after dse

5. Connecting part equipped with a transparent tube with a connecting part for
coupling the cleaning pistol to the pump.

6. Transparent inlet hose to couple the pistol to the connecting part.

Suitable for machine brand Bomar
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5.4. Material insertion
1 Never walk under a suspended load!
1 Never climb onto the gravityroller conveyor!
1 Do not hold the magrial for clamping material to the vice! The vice can cause
injury!
5.4.1. Handling agent selection
1 Use the strong handling agents to lift and transfer the material!

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

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

5.4.2. Insertion

Insert material to the vice and ensure that the material cannot move in the vice or
fall from the vice after the clamping. If you cut long pieces of theaterial (for
example rod, tube), you must use the roller conveyors for material shifting t

the band saw. Contact Bomar for more information about roller conveyors

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

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

5.4.3. Bundle material cutting

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

Roundmaterial bundleTake care especially with round material that the bars are
put according to the picture. If the bars are put differently, you may have problems
with movement.

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

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

Square material bundle:

Attention:

Not all material shapes are suitable for bundle cuts. Keep
the recommendation of your supplier of the saw bands for
material insertion to the bundle.
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5.4.4. Hydraulic fixture bundles (Top clamping auxiliay vice)
8 optional accessories
To better maintain the workpiece in the vise we recommend usinghydraulic

fixture bundles of material. That is not part of the standard equipment, optional
accessories only. It is suitable especially in the case of enesutting material.

In manual mode it is possible to control the jtop clamping manuafyby means of
buttons at control panel.

In automatic cycle the jaws are controlled automatically.

The process of clamping of horizontal and vertical vices is in atiamce with preset
which was made in service parameters:

Fendar Saw ACoeriaries Machine

4

Hydraulics 2 - = Languages
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1 Screenno.1l

@ MACHINE 1 SETTINGS .

20.0mm

33.0mm

19.0mm i 0.50°

2560.0mm LS >ngth 100.0mm

No thrust v

Pos. Function

Pulkdown menu
(hierarchical level 1)

No thrust Upper thrust disabling

1.Vice 2. Thrust First the main vice is clamped, then the thsu

First the upper thrust is clamped, then the main

1. Thrust 2. Vice .
vice.

If the upper thrust is installed on both the feeder and the main vice, the option
applies to both of the thrusts simultaneously.

133




Bomar

134




Bomar

6. ddr Hba stroje |/
Wartung /
Machine service
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6.1. Saw band installation and dismantling
6.1.1. Saw banddismantlingd mechanical saw band stretching
1. Lift the saw arm to maximum position.
2. Disconnect the machine from elektricity, it secures,

switched on randomly.

3. Open all three covers on the saw arm.
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4. Dismantle left protective covers of the band. Covers are fastened by screws.

5. Release the screw holding the brush. Turn the brush to the side.

6. Turn by stretcling star to the left side, release saw band stretching and pull
down the saw band from the wheels

7. Pull down the band from the wheels.

8. Pull up the saw band from the guiding cubes.
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6.1.2. Saw banddismantlingd hydraulical saw band stretching

1. Switch switcher DERLCK i nt o @thisturns ofbsafetyacitcoit and the
button ons for the saw band tensioning arms are active.

2. Raise the arm to the top position with a third button.

3. Open all three covers on the saw arm.
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4. Dismantle left protective coveof the band. Cover is fastened by screws.

5. Release the screw holding the brush. Turn the brush to the side

6. Use the buttons on saw arm to loosen the saw belt.
7. Pull down the band from the wheels.
8. Pull up the saw band from the guiding cubes.

6.1.3. Saw band instdhtion

1. Prior to installation, clean all track wheels, guide 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 new saw band in the guide cubes. Make sure the dzamd runs
between both guide rollers and it is pushed all the way to the top.

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

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

If the machine is equipped with a hydraulic tensioning belt, stretch belt with
buttons.

5. Install yellow protective cover of the band.
6. Move the brush to the saw band. Tighten the securing screw.
7. Close the covers of both driving wheels.

8. When machine is equipped with Hydraulic belt tension Turn ON the safety
circuit. Also swich DEBLOCK key into position

9. Saw band installation is finished.
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6.2. Saw band stretching and inspection
Right saw band stretcthng i s one of the most i mportant criteriads,
accuracy and saw band service life. Stretch the saw bands according to the selected
saw band and the band saw. Keep the recommendationyafur manufacturer.
6.2.1. Mechanical saw band stretching
1  Switchon the hydraulic aggregate after the saw band installation check the
saw band stretching on the manometer .
1 Use the screw to stretch the saw band until it is stretched to the recommended
value.
If the saw band is tightened coertly, the pressure gauge pointer is on the green
arrow in the scale.
6.2.2. Hydraulic tensioning of the saw band
If the band saw is equipped with hydraulic tightening of the saw band, the band
tightening value is adjusted by the mariacturer directly.
Push the button (see arrow) until the sawband isnlt st

141




Bomar

6.2.3. Tenzomat (optional accessory)

Tenzomat is used for checking saw band tension.

Principe of Tenzomat is founded on measuring extension saw band for tension
Instruction for wing:

1. Putthe saw band put onto the wheels of saw and slightly stretch it.

2. Release tightening screws of Tenzomat. Put Tenzomat onto saw band, saw
band must run clips. Take care that saw band does not sit onto a bottom cut
in the clips. Between saw band artabttom of clips must be gap @3 mm.
Tighten tightening screws of Tenzomat.

3. Turning with adjusting screw onto moving vice of Tenzomat, adjust indicator.
Pointer indicator must point onto zero. The saw band stretch by means of
stretching equipment of savand indicator point value, which is in extent
advised values.

4. Release tightening screws of Tenzomat. Get down Tenzomat from the saw
band.

Stretch the saw bands according to the selected saw band and the band déeep
the recommendation of your manufactter

Pilovy pas Napéti pilového pasu Napéti pilového pdsu 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™ 23 500

27 % 0,9 mm 180 N.mm™ 26 500

34%1,1mm 210 N.omm™ 30 500

41x1,3 mm 240 N.mm™ 35 000

54x1,3 mm 240 N.mm™ 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
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6.3. Adjusting of the saw band run

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

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

3. Switch off the main switch.

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

T If the distance between backside of the sawd and the offset wheel id mm
setting is right..

9 If the distance is bigger thad mm or the saw band is on the offset of the
wheel, set the saw band.

5. Close cover of the saw band.

6.3.2. Saw band run setting

Saw band run is set witscrew (arrow) in the stretching cube on the saw arm. Right
distance rear part of the saw band from wheel rim1$ 3 mm.

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

9 Turn with the screw to the left, the saw band far from the stretching wheel
rim

Check saw band run adjustment again.
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6.4. Adjusting of the limit switch of the saw band stretching

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

1. Dismantle the protective cover.

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

1 If the drive engine is switched on, but it is not running, turn with the screw
clockwise, until the engine begins run..

1 If the drive engine is possible switched on, turn with the screw anticlockwise,
until the engine is stoppd and then turn with the screw clockwise, until the
engine begins run.

3. Mantle the protective cover back.

1 4 4 Manual version:  2.15 / Nov. 2022
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Hydraulical saw band stretching
Switch on the hydraulic unit. When the hydraulic unit is switched on, there is a short
period for automatic tightening of the saw band.
Try to run the saw band drive two times during this period:
1  atfirstimmediately after hydraulic unit switching on
If the limit switch is set correctly thewhen the saw band drive is switched
immediately afer hydraulic unit switching on low value of the saw band tension
causes that the limit switch is not in contact with its counterpart and it is not
possible to switch onthe sawband drivés o it coul dnit be possible to

saw band driveuntiit e saw band isnit tensioned

i next after a about 30 seconds

If the limit switch is set correctly then whehe saw band is switched after the
period which is necessary for automatic saw band tighteninthe proper saw band
tension causes that th limit switch is in contact with its counterpart and it is
possible to switch on the saw band drive

CAUTION!

In the event that the limit switch is not responding properly during the tests, first
check:

- whether the machine is in the state DEBLOCK (if thaahine is equipped
with this mode)

- whether the saw band isnit damaged

Eventually check the condition of the limit switch, the condition of the saw hydraulic
unit and whether the saw band is tensioned properyeg. using TENZOMAT

According to recognized fadings:
- repeat tensioning of the saw band when the machine is in DEBLOCK
- replace the saw band

- or contact an authorized service

properly)
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6.5. Adjusting of the device for control of thrust to cut

The device is factory set.

Correct setting of the device effects cutting atity, smooth run of the machine and
life of the saw band.

Caution! Do not interfere in the settings of this device without a serious reason and
if not trained properly!

1. Runthe arm to the upper position
2. Loosen the locking nut /Pos.4/ on the screw

3. Set two visible recesses /Pos. 2/ with the adjusting knob /Pos.1/ on the
adjustment cube

4.  Slightly loosen the stop screw /Pos.3/ as far as the adjustment cube stop so
that the adjustment cube needle, and thus also the entire valve, is closed
apparently.

5. Tumnthe key on the control panel to the oOmanual 6

6. Open the throttle valve of the arm as much as possible or by a single térn
according to the machine type

7. Push the o0arm downwardé button. The arm must
out/

8.  Start to loosenthe screw /P0s.3/ slowly until you achieve the optimum speed;
see Table No..1

9.  After achieving this speed, lock the screw again with the locking nut /Pos.4 /

10. Having finished the adjustment settings, test the arm downward speed with
the saw band running

1 46 Manual version:  2.15 / Nov. 2022
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A If the arm descent speed corresponds to the table values, the settings are
finished.

BELT SPEED

[mm] [m/min]

27 0.3

Otherwise repeat the entire procedure.

6.6. Cooling agents and chips disposal

The quality of the cooling

. . If the solution is too weak: If the solution is too strong
agentwill deteriorate due to

1  use of contaminated water 1  corrosion protecton is 1  the cooling ability is

. . diminished decreased
1 impurity

. . L lubrication decreases 1  foam behaviour increases

1  outside oil contamination

(hydraulics, gears) 1  microbial attack is more likely 1  emulsions stability

deteriorates

1  high operating temperatures

1 lack of air circulation M SIS el e s

1 wrong concentration

6.6.1. Coolant device inspection

The state of the cooling agent has sigrifint influence on the cutting quality and

on the operational life of the machine. Lifetime of the cooling liquid is 1 year, after
this time we recommend change the cooling liquid. This time is dependent on the
degree of pollution cooling liquid (especiallwith oils) and on the other factors.

Check level of the cooling liquid and function of the pump perioditally

Note:
If the state of the cooling liquid is not satisfactory, the
cooling liqguid must be changed.

Check the state of the cooling agent according to the following table:

Testing Interval Method Condition Precaution
L . . after concentration check,
Liquid level daily visually too low N A
refill with water or emulsion
. . refractometer too high refill water
Concentration daily . ) .
densimeter too low refill base emulsion
. ood ventilation, add biocides
Smell daily by sense of smelli unpleasant smell 9

or renew coolant
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surface cleaning, fix leaks, adc
. . visible oil leaks, biocides or fungicides, or
Contamination daily by sense of smell .
sludge fungi coolant renewal after added
system cleanser*
visually test stability, if necessa
Corrosion when . insuffigent corrosion | . v, . Y
. chip test . increase concentration or pH
protection necessary protection
Herbert test value
- when . add concentrate, enquiries to
Stability refractometer oiling . q
necessary supplier
too much foam, . L
. when . . avoid aeration, increase water
Foam reaction shaking test foam disperses too L
necessary slowly hardness, ix with defoamer

6.6.2.

6.7.
6.7.1.

* Accordingt o manufacturersd instructions

Chips disposal

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

1 Let the chips drip excesduid!.

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

1 Place the container into the care of a disposal company equipped for the
disposal & chips contaminated with cooling liquith case the machine is
equipped with microspray installation, the chips must also be handed over to
a disposal company.

Hydraulic, Greases and oils

Gearbox oils

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

Attention:

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

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

Use oils with specification DIN 51517 in the gearboxes. Select the viscosity grade 1ISO

VG according to the original oil fill.

Recommended oils and quantity according to the type tfe band saw

Band saw Gearbox oil Capacity
Individual 620.460 DGANC Shell Tivela S 320 3,31
Swarf conveyor Shell Tivela S 320 0,075 1

Comparative table of the gearbox oils
Viscosity grade
Manufacturer
ISO VG 100 ISO VG 220 ISO VG 320

BP Energol GRXP 100 Energol GRXP 220 Energol GRXP 320
Castrol Alpha SP 100 Alpha SP 220
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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 ER320
. . Mobilgear SHC 220 .
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

Bomar

6.7.2. Lubricant greases

We recommend using lithium based saponified grease, class N&Edr lubrication.
Different greases are mixabéf their oil bases and consistence type are identical

Comparative table of the lubricant greases

Manufacturer Type of the lubricant grease
BP Energrease LS EP
DEA Paragon EP1
FETT EGL 3144
Esso Beacon EP 1
Beacon EP 2
FINA FINA LICAL M12
Microlube GBO
Kl ¢ber Staburags NBUSEP
Isoflex Spezial
Optimol Optimol Longtime PD 0, PD1, PD2
Shell Aseol & ASEOL Litea EP 86®&77
Texaco Multifak EP1
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6.7.3. Lubrication

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

Points for lubrication

Lubrication

The guiding cubes leading

Grease with oil from both sides
once a week.

Feeder top camping leading

Grease with oil from both sides
once a three months.

The linear guiding of the saw arm

Lubricate with grease once a three
months (see chapter Lubricant
greases). Usedbg grease on the
every carriage of the linear guiding.
Use the grease gun to the
lubrication. Drive 85 times whole
line of the linear guiding during
lubrication.
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Points for lubrication

Lubrication

Points for lubrication

The linear guiding for feeder jaws

Lubricate with grease once a three
months (see chapter Lubricant
greases). Usedbg grease on the
every carriage of the linear guiding.
Use the grease gun to the
lubrication. Drive 85 times whole
line of thelinear guiding during
lubrication.

Lubrication

Linear guiding for feeder
movement

Lubricate with grease once a three
months (see chapter Lubricant
greases). Usedbg grease on the
every carriage of the linear guiding.
Use thegrease gun to the
lubrication. Drive 85 times whole
line of the linear guiding during
lubrication.

Main vice leading

Lubricate with grease once a three
months (see chapter Lubricant
greases). Usedbg grease on the
every carfage of the linear guiding.
Use the grease gun to the
lubrication. Drive 85 times whole
line of the linear guiding during
lubrication.
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Do not grease! Hydraulic brake will be ineffective.

6.7.4. Hydraulic oils

Replace the hydraulic oil onca year, becausethe oil can deteriorate its properties
and cause problems the hydraulic equipment. If the hydraulic system is equipped
with filter (2SF 56/48,063), replace the filter too.

Note:

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

Use oils with specification DIN 515HILP, ISO 67431 and viscosity grade ISO VG
32 in hydraulic aggregates. Hydraulic oils quanti®ysee chapterHydraulic oil level
check

Comparative table of the hydraulic oils

Manufacturer Type Manufacturer Type
Agip 0Os032 Ina Hidraol 32 HD
Aral Vitam GF32 Kl ¢ber Lamora HLP32
Avia Avilub RSI32 Hungary Hidrokomol P32
Benzina OH-HM 32 Mobil Mobil DTE 25
BP Energol HLR32 ¥ MV HLP32
Bulgaria MX-M/32 Poland Hydrol 30
Castrol Hyspin AWS32 Rumania H32EP
| epro Mogul HM 32 Russia IGP 30
DEA Astron HLP 4hy6 Shell Tellus Oil32
EIf Elfolna32 Sun Sunvis 82 WR
Esso Nuto H 32 Texaco Rando HD B32
Fam HD 5040 Valvoline Ultramax AW32
Fina Hydran32
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6.7.5. Hydraulic unit service

After 50 hours working time, othe latest 3 month after the first run, the first service
should be carried out. This includes:

1 checking off all screws and connections, fixing points, tubes and hoses for
leakage

1  Cheb hydraulic oil level
f During time of duty t éxeeeds®710AG@ mperature shoul d

1 check function of signaling components (thermometer, level gauge, dirty filter
indicator)

1  Check the adjustment of working pressure

To realise a high reliability of the power pack, the manufacturer lays down following
inspection intervals

_ A _ _ . .
. A . . . .
. . A . . .
- - - - - A
A _ _ _ . .
A _ _ _ _ _
A A - - - -
A _ _ _ _ _
. . A . . .

Check the oil in the hydraulic system:

T Saw
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