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EC Declaration of Conformity

1) We: BOMAR, spol. s.0.

TnHebn2 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 n
the relevant basic safety requirements of the decreafsthe government.This statement applies exclusively to the machi
device in conditions in which it was brought to the market. It does not apply to parts subsequently added by the end |
or to modifications performed subsequently by the end usem the event of any device modification not approved by us
this declaration shall lose its validity

Name: Band Saw

Type : Workline 510.350 GANC

Serial number:

Manufacturer BOMAR, spol . s r.o., TnHAebn2 1236/ 1, 627 00O

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

Description: Stand, table, cutting unit wth the arm, saw band and drive, hand clamping device, cooling
system, machine control
Pneumatic NO [X] YE] ] Hydraulic NO X] YE9] Control systemNO [_] YESX]
Technical data:  Cutting rate 20-120m.min-1
Cutting angle 0ABOA
Tot al di mensi ons i2460x2430x1540
Supply voltage ~3x400 V, 50 Hz
Total power requirement 5,3 kW
Weight 950kg
Documentation:

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

The device meets relevant requirements of the given directives: 2006/42/ES
2004/108/ES
The applied harmonized standards, National standards and technical specifications:
| SN EN I SO 12 | SN EN 13898+A | SN EN | SO 138
| SN EN | SO 44 | SN EN -5d.24A%:2009
| SN EN 55011 e | SN EN-6&&d32006 | SN EN-6612d20A1:2011
The product is safe on condition of the common and determined usage.
The conformity judgingwap er f or med according to A12, par. 3, |let.

The declaration of conformity was carried out in the cooperation withtlie}] V. S| D Czech s. r . o,
21 Prague 4 Czech Republic, Identification number: 63987121Inspection body no. 4002.

The inspection certificate no 04.863.175 was issued —
Brno, 19. 08. 2015 BOMAR, spol. s r.o. Alfred Pichima A ; _ _ Director
Tézebnl 1236/1, 627 00 Bmo ) i
. . Czech Republic Name and funcion of the responsible
Point of issue, datum 1CO: 48908827 : )
DIC: CZ48908827 subject, signature
Person authorized to complete the technical documentation:: BOMAR,spol.s o., TnHebn2 1236

1) Name, address and identification number of the subject issuing the conformity declaration (procafcenporter)
2) The authorized or accredited body coperating on the conformity judging

If the equipment is installed without safety equipment offered by BOMAR, spol. s ro or its age
and used by the customer (or buyer) then EC declaration losesdigl.

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

All machine elements and components that were built into the device by BOMAR, spol. s ro I
been declared "identical" to a safety device, as offered by BOMAR, spol. s ro or its agents.
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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 tre
machine! Keep the operating instructions in good condition!

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

1.1. Machine determination

The band sawwWorkline 510.350 GANGs determinedfor cutting and shortening of
rolled bars and drawn bars and profiles from steels, stainless steels; feorous
metals and plasticsvith cuttinganglefrom 0 A t o 60 A.

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

full responsibility!

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

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

the ambient conditions and the material.

1.2. Protective suit and personal safety

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

12 Manual version:  1.05 / Dec 2015
Manual rev.: 1
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1.3.

Wear protective glovesMaterial cuts and saw band have sharp edges and may

Attention!

Gloves you can use only at working material replacement
(saw band)! The machine and accessories must be inactive
If the machine is running, you must not wear gloves! It is
dangerous, because some parts of the machine can catch
gloves!

cause serious injuries

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

Wear protectivegoggles! 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 haifoving machine parts can
catch jewellery or loose hair and may cause serious injuries.

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

Attention !

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

Keep instructions and orders about work safety!

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

Safety notes for machine operator

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

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

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

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

13
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1.4.

1.5.

1 Do not operate with the buttons and the switches on the control panelhen
you have gloves

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

1 Inno circumstances touch the rotating elements
1  Work on the machine only when the machine is in good conditibn

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

1 Keep your working area cledrEnsure sufficient lighting in the working area

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

1 Do not remove the chips from the working area of the machine, when the
machine is started oh

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

1  Use the protective instruments for chips removal

Attention !

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

Safety notes for the servicing and repairs

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

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

Do not remove or do not lock the limit switches or safety equipments! Any use of
the saw, accessories or machine parts other than that intended by the BOMAR,
spol. s r.0. comany is not permitted. The guarantee on this product will be
afterward lost and BOMAR, spol. s r.o. takes no responsibility for caused damages

Safety notes for the servicing and repairs on hydraulic unit

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

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.

14
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1.6.

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 machine accessies

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, emergency switches and covers. Check once in a week the function of
the safety accessories. If the safety accessories are functionless, you must stop work
and repair or change the safety accessories

1.6.1. Total Stop

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

If any damages or fault appears, immediately press TOTAL STOP bufahtase
the pressing button is possible by twisting of the upper part of the button.

15
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1.6.2. Protective fencing

Protective fencing is sed to prevent personal injury from moving parts.

Doors protective fencing are protected by a limit switch. If the limit switch is open,
the machine shuts down ..

Terms of safety fencing:

0 -E5 E, the automatic cucsaditeeardoprsére, the | i mit
closed fence

15-60 E, cutting in manual cycle | imit switch is
fencing

KdyA bude obsluha $ezat pod %Y%hlem vntG2m jak 15

oplocen2, aby bylo moHAn® dos§8§hnout poHadovan®ho
dvese otevseny, je funkce stroje omezena, svnr 8l
nemt Ae praad owatt ivk®m reHi mu. Plnnp funklLn2 je po

nastavovac2) reHim.

When the operator i s cuitisrmetessayntoagpengnee gr eater t he
back door fence in order to achieve théeesired rotation of the arm If the door is

open, the function of the machine is limited, vice power is blocked and the machine

can not operate in automatic modeFully functional only manual (and setup) mode

1.6.3. Arm covers

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

16 Manual version:  1.05 / Dec 2015
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Warning!

The band saw is stated to the operaton, when the covers is
closed! Limit switche on saw arm control if covers are open
or not.

1.6.4. Band saw cover

It covers the visible area of the saw band from leftiigling cube to the frame.

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

1.6.5. Brush cover

It covers the brush for saw blade

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

1.6.6. Safety guidelines for lasesight line

In the vicinity of the feeding vice is situated near the laser, which is used to detect
the presence of itanaterial and its correctetup

17
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Near from laser bar is safety sticker

The laser device is used for Class 1M.

Warning!

It is necessary to regularly check the patency of the laser
beam on the sensor and after each shift laser cleaned from
impurities (clean rag + spirit) due to properly functioning

lacAar TaliAa Amava wihan Alaanina tha lacAar wwine cAavatahAad AnA
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1.7.

1.8.

Attention !

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

A Wear protective goggles!

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

Safety ndes for the cooling

1.7.1. Instructions for first help

1. Pull off and safely remove polluted, soaked clothing

2. For breathing, go out in the fresh air or look for first aid treatment

3. Wash with water or use c¢cr mes for
4. Flush with water for eyes and look for first aid treatment.

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

Um2stnn?2 Gt2tku stroje |/
Maschinenschild position /
Position of machine label

The label is placed on the arm of the machine.

contact

wi t h
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1.9. Un2 stnpn?2 DbezpelLnostn2ch znalLek [/
Verteilung der Sicherheitszeichen /
Position of safety symbols

20
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BezpelLnostn?2 pokyny
Sicherheitshinweise
Safety notes
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2.1. Technick8 data [/
Technische Daten /
Technical data

Hmotnost stroje / Maschinengewicht / Machine weight:

1 Hmotnost / Gewicht / Weight 950 kg

Rozmnry stroje /| Maschinengr©®°Ge / Machine size

1 D®I ka [/ erghtnge [/ L 2460 mm
T g28ka / Breite [/ Width 2430mm
f VvViGka / H°he [/ Height 1540mm
El ektrick® vybaven2 /| Elektrische Ausr¢stung [/
T Nap8jen2 |/ Versorgungssapeée ~3x 400V, 50Hz, TNC-S
T PS2kon / Gesamptschl usswe 5,3 kW
1 Max. j i Gt n schaltsicheirayxMax. Fuse 16 A
T Kryt2 [/ Schutzart [/ Prote IP 54

Akusticki tlak / Schal:il druckpegel [/ Acoustic p

T  Workline 51850 GANC Laeqv= 76,3 dB
Pohon / Atrieb / Drive:

1 Typ/Typ/Type MDERAXX16820
f Nap8jen2 / Versorgungsspsze ~3 x 400V, 50Hz
T Vikon / Leistung / Outoput 3 kW
f Jmenovit® ot8Lky / Motorr 1440min-t

Hydr aul i ¢ k ®radikeifrichiuagy Hydraulidguipbment:

1 Typ/Typ/Type PPMACO0,13PG11/61,6 TM20-CBO3FR
T Vikon / Leistung / Outoput 4 MPa/ 1,1 kW

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

. Typ/Typ/Type 3-COA412 HP1
1 Obsah n8&8dr AHe / Vol Gapagity v 40|

Rozmnr p8su / S2gebanddi mension / Band size:
4780734(32)x1, 1mm

Jeden Zdvih / Vorschubl®nge Einfachhub / One U
JedenZdvidk r 8t ky kus [/ Vor s e/lomeldJpstraaksheort igcen f ac hhub

600 mm
max. 550 mm

Max. hmotnost pod8van®ho materi 8l u / Materialm
2500 kg

Sezn§ rychlost / Schnittgeschwindigkeit / Cutt
206120 mmin.

Sezn® rozsahy / Schnittbereiche / Cutting size

RE0°
{+60°)
R45°
o (u5Y)

0A A350 mm 5100/ 5100/ 350T10&m
45A R A350 mm 400 D@ 3401 3Gmm 34010 &e
60A R A250 mm 2600 100 n 220 T0&m 34 010
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Warning:
If the material detection device is itedled on the machine then maximal workpiece
height is 10 mm shorter

Level of acoustic pressure:

Equivalent level of acoustic pressure A (noise) at operator position ag£76,3 dB

Mentioned values are |l evels of emission which dc¢
Factors which influence real level of acoustic pressure on machine operator are:

working place characteristics, cut material, saw band. These factors have

significantly influence on acoustic pressure.
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2.2, Rozmnrov® sch®ma /
Aufstellzeichnung /
Installation diagram

H
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)
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kLT

2880




Dokumentace stroje

Dokumentation der Maschiner
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2.3.

Machine documentation

/

Podava |
Vorschub /

Popis/
Beschreibung /
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2.4. Transportation and stocking

2.4.1. Conditions for transportation and stocking

Keep recommendations for the manufacturers for transportation and stocking! If

the recommendations are not kept, damage can occur to the machine

T Donot use a forklift truck for handling the
for it!

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

1 Keep a safe distancedm the machine during the transport

1 Temperature of the air fromE 2 5 A C ,tfooa shof t&r@(max. 24 hours)
temperature 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 tbroughly oil all blank surfaces.

Lower the saw frame to the lowest position.

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

Fasten all loose parts securely to the machine.

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

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

2.4.3. Transport and stocking

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

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

29
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2.5. Transportn?2 sch®ma /
Transport schema /
Transport scheme
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2.6. Activation

2.6.1. Machine working conditions

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

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

1  Attemperature air from10A C t o, thdt@mdb@ature average during 24
hoursmustnot exceed over 35AC

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

Attention!

I 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 deteriotimg condition of the
isolation.

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

Warning:
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When transporting the machine may skew the ruler to adjust the height of the
shoulder. Before you start using the machine, check the alignment of thiersiand
the proper function of the limit switch in all positions.

3 2 Manual version: 1.05/ Dec 2015
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2.7.1. Machine installing and levelling

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

Minimal requirement:

machine weightd Workline 510.350 GAN® 950 kg
+ weight of accessories

+ maximum weight of material

1 The machine must be leveltkat 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 conveyors according 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 visible from
the place of operation.

2.7.2. Machine disposal after lifetime

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

2.7.3. 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 the same direction as the arrow
on the top of the motor cowling indicates.

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

1  Wiring matches with electrical and hydraulic diagrams

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

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

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 function with minimum load

test the electrical equipment

= =4 -4 -4 -—a -

during operation monitor measuring equipment, noise, height and
temperature of oil in the tank
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1 During this time a careful bleeding off for the whole hydraulic system is
necessary. In case there is no bleeder port, the power pack will bleed itself
after a while via the air breather on the tank or the return line filter.

1  After multiple startup.

34
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2.7.4. Filling the reservoir with hydraulic oil
Oil regulations and recommendations of the manufacturer in the technical
documentation (appendix) are to be carefully observed. For standard power packs
we recommend the oiltype OHHM32 (DIN 51524) of all known oil manufacturers.
Power packs have to be filled up with clean, pfétered oil! The purity of the
hydraulic fluid must correspond to the class 10

=75)!

Filling from container, such as barrels, backett;.ds not recommended or
permitted!

The maximum oil level will be shown on the upper marking at the dipstick or the
sight level glass. Overfilling has to be prevent. The maximum filling rate of 15 I/min
shouldnit be exceed.
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2.8. Kotevn2 plan |/
Verankerungsplan /
Grounding plan

563

530

_T =
_ 1296 _

Fiivod elektricks ensrgie
Enrgiezulzitung
Pewier supply

Kotvici material / Verankerungsmaterial / Grouding material

« B Hmvoddina / Dubel / Plug - e14 mim
Vrtane do hloubky / In die Tiefe gebohrt £ Drlled te - 140 mm
- Srouby / Schraube f Serevis - M16x135

Srouby podlofit deskami o min. roemérach P10 001 00

« Die Schraubsen mit Platten mit Minimaldi mensianen P10 0000 00 unterlegen
Screew must be bottomed with plates {min. dimensions P10x 10000100}

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

+ 10mm /1 m
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2.9.

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 havefatal consequences! Always keep
notes about work safety.

Electrical connection

Electrical parameters adhe machine

1 Service voltage ~37400 V, -G® Hz, TN
1 Total input/ Max. fuse 53 kW/ 16 A
Note:

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

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@osscut 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 kW.

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

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

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

2.9.2. Check machine connection into electrical netwio

2.10. Filling of the cooling system

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

Note :

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

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

2.11. Check machine function

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

Check, if covers are installed and functional. Check by means of the Tenzomat if the
saw band is correctly stretched. If it is necessary, you can stretch the saw band
according to chapterSelection and replacement of the saw barvhalues of the saw
band stretching are on the Tenzomat. Switch on theain switch and check the

motors and systems (saw band drive, hydraulic pump, cooling pump, chips
conveyor).

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

Start the machine with the cooling pump and let it run without load until the

cooling system will be filled with cooling liquid. As soon as the cooling liquid starts
to escape from the nozzles of theawling 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..

Attention!
When you connect the machine to the eletrical network
observe correct connectionof all phases!

ENGINE IN IN HYDRAULIC AGGREGATECANNOT BE
OPERATED WITH REVERSE TURNING MORE THEN 10
SECONDS!!
3 8 Manual version: 1.05/ Dec 2015
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2.12.

Saw band

Refit the saw band cover only after you have installed and tightened the saw ban %
-~

2.12.1. Saw band size

47801 34(32)x1, 1mm

2.12.2. Selection of the saw band tooth system

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

BOMAR recommended Variable 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 advised type of the tooth system depending on sizes and form
of the cutting material.

Footnotes

Z,Z 8 teeth number on one inchS 3 tooth with zero angle of the teethK & tooth with positive angle of the
teeth

Examples of the tooth system marking

32S0number &a4320 means 32 teeth on one inch (that
system), |l etter aSo marks teeth with zero angle
406 KBnumbed6 0 aheans 4 till 6 teeth on one inch

(that means variable tooth system); lette&r K © mar ks teeth with positive angle o
teeth.

2.12.3. Saw band runningin

Runningin: Cut the material with the frame lowering reduced to 50% only. When
vibrations occur increase or decrease the band speed.
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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 " ’
running in of the saw band avoids micrtreaks on the cutting edge®f new saw

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

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

Note: Run regrinding saw bands too.

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

4 O Manual version: 1.05/ Dec 2015
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2.12.4. Tables for teeth selection

SHAPED MATERIALLS = mm)
Dp Dp Dp b
S \ S
Note: Table shows tooth system selection for cutting one piece of the profile. For cutting of more pieces of the profilesi{g)y you must think of
the size of thewallasdoubls i ze of t he wall of one profile (that means, size
variable.
Size of the Tooth system (g2)
wall Outer diameter of the profile @ [mm
S [mm] 20 40 60 80 100 120
2 32S 24S 18 S 18S 14 S 14'S
3 24 S 18 S 14 S 14 S 1®14 S 1®14 S
4 24 S 14 S 1®14 S 1®14 S 8012 S 8012 S
5 18 S 1®14 S 1®14 S 8012 S 6010 S 6010 S
6 18 S 1®14 S 8012 S 8012 S 6010 S 6010 S
8 14 S 8012 S 6010 S 6010 S 588 S 508 S
10 - 6010 S 6010 S 508 S 588 S 588 S
12 = 6010 S 588 S 508 S 486 K 486 K
15 - 588 S 588 S 486 K 486 K 486 K
20 - - 4086 K 486 K 486 K 304 K
30 - - - 304 K 304 K 304 K
50 = = = o o 304 K
Size of the Tooth system (¢2)
wall Outer diameter of the profile Q@ [mm]
S [mm] 150 200 300 500 750 1000
2 1®14 S 1B14 S 8012 S 6010 S 508 S 5068 S
3 8012 S 8012 S 6010 S 508 S 406 K 406 K
4 6010 S 6010 S 588 S 486 K 4086 K 406 K
5 6010 S 508 S 486 K 486 K 4086 K 304 K
6 588 S 588 S 486 K 486 K 304 K 304 K
8 588 S 4086 K 486 K 384 K 304 K 304 K
10 406 K 406 K 4086 K 304 K 304 K 283 K
12 406 K 406 K 304 K 304 K 203 K 283 K
15 406 K 304 K 304 K 203 K 203 K 283 K
20 304 K 304 K 203 K 203 K 203 K 283 K
30 304 K 203 K 203 K 203 K 1,82 K 1,42 K
50 203 K 283 K 283 K 1,82 K 1,82 K 1,42 K
75 - 203 K 1,82 K 1,82 K 1,82 K 0,7531,25 K
100 = - 1,82 K 0,7531,25 K 0,7531,25 K 0,7531,25 K
150 - - - 0,7591,25 K 0,7591,25 K 0,7591,25 K
200 - - - 0,7591,25 K 0,7591,25 K 0,7591,25 K
SOLID MATERIAL (D = mm)
D D . D D 5
Constant tooth system Variale tooth system
length of the cut D tooth system (£2) length of the cut D tooth system (42)
to 3 mm 32 to 30 mm 10014
to 6 mm 24 20850 mm 8012
to 10 mm 18 25060 mm 6010
to 15 mm 14 35080 mm 508
1530 mm 10 508100 mm 406
30050 mm 8 700120 mm 405
50380 mm 6 800150 mm 304
800120 mm 4 12®350 mm 233
12200 mm 3 2508600 mm 1,82
2003400 mm 2 50033000 mm 0,751,25
3003800 mm 1,25
70033000 mm 0,75
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3.  Machine control
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3.1. Starting the band saw

€ ¢ Switch on the main switch of the bahsaw. The main switch is placed on
the switchboard side.

T Refer the machine

4 4 Manual version: 1.05/ Dec 2015
Manual rev.: 1




3.2

Control panel

Bomar
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LCD
LCD displays status information and menu.

2 Control keys / numeric keypad.

7I_’ Feeder movement

- Pressing and holding button move with feeder to and from the machine (in manual mode)
4
+Ol« .
8 Open/Clamp feeder vice
P Pressing and holding button open or clamp feeder vice in manual mode.
5

>l .
9 Open/Clamp main vice

- Pressing and holding button open or clamp full stroke vice in manual mode.
[

> Cooling systemselection

Top & Cooling with Microniser (optional accessories)
[ﬁ Belowd Cooling is switched on (even when the drive is not running).

Move saw frame up/down
1 Pressing and holding buttons rises or drops saw frame.

As you move down, you can activate the rapid moving by pressing F1 button simultaneously w

Sl o

]

2 no function

W

0

o

|

3 Turn on / off saw blade

0@ Button with symbol alo turn on saw bl ade
LESS

| Tumn on /off hydraulic circuit

s Button with swyrmdbaluldlcd ctivurcmidn Mbutton witd]
0 The hydraulic circuit is automatically switched on when needed.

Safety circuit
Switch on the safety circuit by pressing button.

4 Start cycle
After pressing the button will start theutting cycle. To turn off when you press the STOP

4 6 Manual version: 1.05/ Dec 2015
Manual rev.: 1




Selecting a mode machines

.pro manu§8ln2 refAim
. for automatic mode

STOP button
interrupts the cycle

Button TOTAL- STOP
In emergency cases, the state machine immediately to rest

Frequency cownerter
Turn to change the blade rotation speed in the range of 2020 m / min.

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

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

Bomar
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3.3. Machine referring

Before using the saw, you must refer machine. Referring is necessary for correct
positioning of the saw feeders.

MANUAL:
Feeder: REF

BLD.SPEED: 0 m/min

F1 F2 F3 || F4

If the machine is not referred, it is not possibte move the feeder and on the LCD
instead of a numeric value text REF.

Feeder reference
is not set

Press START button
F1 F2 ES F4

Operator is informed that the machine is not referreafter machine start. For
machine referring switch into automatimode. Then START buttobegin flash
Press START button for begin referring process. After this process press F4 to

confirm.
Feeder reference
in process...
Reference ready
<0OK>
=i F2 ES F4
3.4. Machine control in manual mode

1 Switch machine into manual modé key switch on control panel 0..

MANUAL:
Feeder: REF

BLD.SPEED: 0 m/min

F1 F2 F3 || F4

1 The LCD displays the following menu, where is information about the selected
cutting spe=d.

1 All movements are controlled by an operator using the control panel, see
chapter Control panel.

Manual version: 1.05/ Dec 2015
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1 Manual mode serves primary for material loading into machine

Procedure for material loading before automatic cycle:

1. Before material insertion, open both vices into maximal to the position
what is needed to insert material open.

Attention!
Feeder vice must be clamped before main vice

2. Clamp material with both vices.

3. Switch the machine in automatic mode and and follow the procedure for
the automatic cycle.

3.5. Machine control in automatic mode

Attention!

Before the automatic cycle, the material must be clamped
with both vices.

1. Switch machine into autmatic mode d key switch on control panel o..

Preselect: 1/20
Length: > 0.0 mm

Qty.: 0 ks
< M+ FINISH >

Fi || F2 || F3 || F4

2. The LCD displays the following menu. The Preselect indicates the current
program. The system can store up to 20 programs, move between them using
the F1 and F4. F2 key (M +) saves all program values in the system. Press
button F3 (Finish) on program what will be performed first in automatic mode.

TRIM CUT

START for TRIM CUT
< F4 NO TRIM CUT >

F1 F2 F3 || F4

3. After entering the programs values and after F3 (Finish), the operator is asked
to perform trim cut. F4 not perform trim cut.

TRIM CUT
WAIT ON FINISHING
CuT

BLD.SPEED: 63 m/min

Bomar
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TRIM CUT

FINISHED TRIM CUT
<OK>

Fi || F2 || F3 || F4

4. If the operator chose the trim ction LCD is info about the progress. After the
completion of trim cut, confirm by button F4.

AUTOMATIC CYCLE
PRESS START BUTTON

F1 F2 F3 || F4

5. Now begins the automatic cycle. It begins by pressing the START button. The
work cycle begins on the program, where was editing completed by button F3
(END) and ends on the last nemero program.Example: | edited program no. 2
last time (F3 was pushed on program no.2), program no. 3 and 4 has correct
values, programs no. 5, and more are empty. Control system loads program no.
2 then program no. 3 and last perfored program is no. 4.

AUTOMAT: Prog:
Length: 520.0 0

Qty.: 20 ]
BLD.SPEED: 0 m/min

Fi || F2 || F3 || F4

6. The operator is informed about the automatic cycle on the LCD.

AUTOMATIC CYCLE
FINISHED

NEW REQUEST=F4

F1 F2 F3 || F4

7. After completing automatic cycle, operator may enter new values for the next
cycle (F4).

AUTOMATIC CYCLE
FINISHED™ |

NO MATERTAL |
Bt 3 1)

8. If the automatic cycle has finished and there is no material available for
another cut, information on the material missing appears on the LCD.
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To load the material, it is necessary to turn the mode switch (key) on the

control panel to the manual mode positio. and load the material in the
manual mode by the above described procede.

To proceed to the automatic mode after manual loadh, it is necessary to turn
the mode switch (key) on the control panel back to the automatic mode

position. .
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AUTOMATIC CYCLE
interrurted
Continue=F4
Hew set=F1

11. The LCD shows information that the automatic cycle has been interrupted.
On this screen, you can choose
- F1 to enter another new automatic cycle

- or F4 to proceed with the automatic cycle entered.

TRIM CUT

START for TRIM CUT
< F4 HO TRIM CUT>

12. If F4 is selected the automatic cycle entered continued a screen appears
with the menu of how to start the cutting cycle:

- by pushing thedé & r luifon on the control panel, you choose beginning
of the cutting cyclewith material cutin;

- F4is a choice of starting the cutting cychithout material cutin.

TRIM CUT
WAIT ON FINISHING
CuT
BLD.SPEED: 63 m/min

TRIM CUT

FINISHED TRIM CUT
<OK>

F1 F2 F3 || F4

13. If the operator has chosen material ctit, the LCD shows information on its
course; subsequently, after the cuih has been completed, the operator is
asked to confirm it by pushing the F4 button.

Further steps are identical with the above described steps No. 5, 6, 7.

Manual version: 1.05/ Dec 2015
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3.5.1. Final cutting of material of short lengths at automatic cycle
If material with very short lengths is cut the end of the material is located behind
the | aser barrier at the feeder. The | aser barrier can
The machine reports ONo materialdé and it is impossible

Thus it is necessary to cover the laser barrier by the shutter installed at the machine.

Then machine control can go in a standard way.

-

s necessary to lift the shutter after final cut.

)
4 i
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3.5.2. Cycle breakingd automatic mode
 STOP button

D

Semiautomatic cycle is interrupted by pressing buttdhd STOPof the
cycle

The arm stops fall into cut and saw blade is stopped.

By pressing buttord 8 STARDf the working cycleyou can start the cycle.
1 TOTAL STOP button

In case of the risk, press buttoROTAL STOP.

After pressingTOTAL STOButton, saw band drive is immediately broken
and the arm sinking is stopped.

1 Reactivation
4. Turn button TOTAL STORccording to the arrows (on the button).

5. Lift saw arm above cut material ahpush START button.

3.6. Machine setup

Setup mode is activated by switching mode selection switch to position 0. After the
switch is in position 0 on LCD is displayed:

SWITCH IN 0 POSITION
SELECT MODE

SERVIS SETUP

F1 F2 F3 || F4

Parameters in the menu SERVICE are password protected. The parameters in the
SETUP menu are common and are not password protected.

Password: 947

5 4 Manual version: 1.05/ Dec 2015
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3.6.1. SETUP

on LCD
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Description

Switch off motor:
* Up. position
Down position
<ESC>

Turn off saw blade driveafter cut

1  Up. positiond saw blade lifts after
cut and saw blade drive is turned
off above material.

1 Down positiond saw blade drive is
turned off immediately aftercut.

1  Flback,F4next option

Cooling:
* Not use
With bandsaw motor

>

Cooling

1 Do not used cooling is off suitable
for cutting special materials such a:
cast iron

1  With saw blade engine® when the
blade is running, also cooling
pump is running.

1  Flback,F4next option

Swarf conveyer:
* Not use
With bandsaw motor
< Complette cycle

>

Swarf conveyefoptional accessorigs
91 Do not use swarf conveyer

With band saw motord when the
blade is running, alsewarf
conveyer isrunning.

1  Flback,F4next option

Switch off hydraulic:
*5 min
30 min
< don't switch off

Switch of time for hydraulic unit
5 min.d 30 min.d do not turn off
1 Flback,F4next option

Piece cut of correction:

1.5 mm
<OK>

Piece cut off

1  The settings for the proper cut
lengths inautomatic mode

 Saw bladethickness
1  Flback,F4next option

Language HMI:
Cesky
* English
< Deutsch

Language
1  Choose control menu language
1  Flback,F4next option

SPEED DISPLAYING:
* m/min
ft/min

Units for saw blade speed

f  m/min or ft/min
1 restart machine to apply change
1 Flback,F4next option
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on LCD Description

LENGTH DISPLAYING:
*mm Units for lengths

inch f  mmorinches
1 restart machine to apply change
1 Flback,F4next option

F1 || F2 || F3 || F4

3.6.2. SERVIS (password)

on LCD Description

SERVIS:

FEEDER LENGTH: 1 Feed lengthd Specifies the length
602 mm. of the feeder. Do not change

parameterd is set fom the factory.
< > < >
b Ok 1  Flback,F4next option,F2save
current option

SERVIS: 1 Speed correctiom could be set in
SPEED CORRECTION: range (5250, displayed constant is
21 for the calculation belt speed from
< <0OK> the analog input.
1 Flback,F4next option,F2save
current option

SERVIS: ELGO 1 ELGO®? feeder position

admeasurementDo not change!

1  For servicepurposes Displays a
variable number of linear pulse
measurements

1 Flback,F4next option,F2save
current option

SERVIS: 91 Laser deviation

Divergence of laser 1 The laser is placed behind the
160 tm feedervise jaws

< <OK>

1 The value affects multipe feeding
Do not changd

1 Flback,F4next option,F2save
current option

SERVIS:
Main vice open.time 1 Opening timefor main vice.

60 1 Opening timeisin milliseconds.
< <OK> f  Fiback,F4next option,F2save
current option

SERVIS:
Feed vice open.time f  Opening timefor feeding vice

40 f  Opening timeisin milliseconds.
< <OK> §  Fiback,F4next option, F2save
current option
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If you choose to change the keyboard units from "inch" to "mm", there is no
automatic conversion of constants in machine setup asSe

It is necessary to calculate by the formula: 1 inch=25,4 mi8,28 ft/min=1m/min.
It is necessary to calculate these values
Machine setup aServiso

- Piece cut of correction (when calculating th
to 1 decimal place = 0.0 inch)

Machine setup aSetupo:

- Feeder length (when calculating theunit'inh 6 it has to be rounded
to 1 decimal place = 0.0 inch)

- Speed correction (when calculating the unit
to 1 decimal place = 0.0 inch)

- Divergence of |l aser (when calculating the wun
to 3 decimal place = 0.000 inch)

- Feeding correction (when calculating the uni
to 3 decimal places = 0.000 inch )

3.7. Error messages

Error

Description

SAFETY BUTTON
is OFF

The safety circuit is not turned on (pos. 2 o
control panel). Pustsafety circuitoutton

(on pos. no. 2 on control pane) to remove
error message.

TOTALSTOP pressed

Total Stop button is activé pushed. Turn
TOTAL STOP button by the arrows, and
disable it. Press F4 to confirm the disorder.

Blade tension faulty

Saw belt not is properly tensioned. Remove
the fault and press F4 to@nfirm.

Faulty motor protec. o
Motor overload, thermal protection is

activated. Do not overload blade engine!
Remove the fault and press F4 to confirm.
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3.8. Band saw adjusting

3.8.1. Cutting speed adjusting

Speed of the saw band is possible change frd20 to 120 m/min You can effect to
adjusting speed of the saw band following.

Use the frequencyconvertorto adjust requested speed of the saw band. You can
see the speed on display.

3.8.2. Speed adjustment of the arm lowering

Band saw is equipped with cutting pressure regulatiat one (fked) lead cube.
Set the speed of the arm lowering to the cut by control valve f@utting pressure
regulation

1  Set the lower speed of the arm lowering to the cut by turning the switch
clockwise.

1 Set the higher speed of the arm lowering to the cut lyrning the switch anti
clockwise.

Notice:

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

3.8.3. Angular cut setting

1. Release securing lever of the conspBwivel the frame to the desired angle by
pulling the saw arm. Angle is shownonscake. p§8ku znovu ut8hnnte. The
tighten the lever.

Manual version: 1.05/ Dec 2015
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2. According to the cutthg angle is needed to move the ee. For cutting angle

| ess tmow wice @o tha rightfor cutting anglemoret h a nmoge vide
to the left

angle O 04

Attention!

Moving parts of the vice must be moved when saw arm has
zero angle of rotation and closed vice jaws.

Moving vice jaw of vice must be in endmost position
otherwise there is a danger of collision saw arm with vice.

3.8.4. Electronic agular cut settingd optional accessories

Desired cutting angle ishown on LCD. How to use electronic admeasurement is
described in special instruction manual.

Intended for applications with frequent mitre cuts

The digital indicator of the arm turning angle prevents possible mistakes caused by
inaccurate reading of arangle on the scale, and increases the speed of preparation
for cutting. In connection with LaserLine, the digital indicator will make every band
saw the most effective tool for mitre cuts.

A large, easy to read display and accurate measuring of the arm position with a
magnetic tape allow the angle to be set with the maximum accuracy.

The measuring unit is set by the manufacturer. However, its further functions may
be easily controlled with four keys.
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Zero position setting

1. Turn the saw arm to a zero@gle position.

2. Push the Incr/ Abs key (even several times) unt
4 3
r—H /—L\
_{m 2[5
5 REF OFFSET
o)
~ ’
1

Digital measuring adjustment

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

Description of key functions:

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

(3 sec)
@ + Reference recording (P09 value

6 O Manual version: 1.05/ Dec 2015
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Change of dsplaying in inches iSelection of following decade

Incr/ Absolute and incremental

n Abs measuring

Change of active decade o +1

* Selection of additional constant:Change of sign -
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Description of key functions at measuring initialisation:

Key Description
F Induces calibration of the apparatus when it is switched on (batte
inserted).
Incr / Induces calibration of the apparatus and sets default values whei
Abs the apparatus is switche: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 / symbol 0
A = 1: inch [/ symbol
P02 A 0
A = 2: mm / symbol 0o
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 000

B: olncr/ Abso key (O
C: 0 (0¢ adtive y 1 = inactive)

P08 Correction factor (O 1.0000
P09 Reference (9999999 & +9999 0
P10 Additional constant 1{9 999999 & 0
P11 Additional constant2(9 999999 & 0
P12 Additional constant3(9 999999 & 0

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 X.XX
6 2 Manual version: 1.05/ Dec 2015
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3.8.5. Saw frameupper stop position

Arm positionis monitored by a limit switch.

If you want to shorten the time of operations in automatic cycle, you have to adjust
the height of the saw arm according to the height of the cutting material.

3.

Setting the upper position of the arm using incrementa sensor (optional accessories):

Insert a material into the vice

Press buttonArm up L1

v ' |
Carefully lower the saw arm buttorArm upc_l to the material(or .C

+ Fifor rapid move). About 5-10 mm above the material stop

and lift the saw arm to the upper position.

Adjust armheight to the height of the material so that the top of the
adjustable eccentric with a scale showing the desired value (the value
corresponds to the height of the eccentric material)

PressSTARTo begin the cutting process.

Insert a material into the vice

Press buttonArm up 11

Carefully lower the saw arm buttorArm upC_I to the material(orC_I

+ Fifor rapid move). About 5-10 nm above the material stop

and lift the saw arm to the upper position.

In the case of the uppr arm with the position incremental sensads set, the
on-screen control panel message that the upper arm position is adjusted.

PressSTARTo begin the cutting process.

Sawbandcuts material to the bottom position of arm andreturn to the top
position of the arm, the arm that was before the workbefore pressingSTART

Bomar
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3.8.6. Saw frame lower stop position

The lower stop limits the lowest position of the saw frame. This stop point has to be
checked at least once aonth. If the lower stop point is incorrectly adjusted, the

cutting table can be damaged or the mateal will not be cut completely

It is oriented so that the angle
in the lower position.

The lower position of the arm can & adjusted with an imbuscrew.

Limit switch is set by the manufacturer is not necessary to set it.

3.8.7. Adjusting band guides

of the

If you want to achieve a smooth and precise cut, it is helpful to position the guide

cube as close as posie to the material

1. Release the stopping lever of the listéllove the left part ofthe guide so that

the left edge of the guide blocks is as close as possiblgted material.

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

10 mm from the vice loading area

3. Tighten the lever of the gib and check the guide cube setting once more for

possible collision with binding table or vice jaw
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3.8.8. Brush adjustment

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

1. Release the fixative screw of the brush. It is possible to move with the brush.

2. Set the brush to the saw band according to the picture.

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

3. Tighten the fixative screw.

4. In case, that the brush is not turned right (driving wheel slips on the driving
wheels of the saw band), push by means of the screw (seew) driving wheel
of the brush to the driving wheel of the saw band.

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!

Material insertion
1 Never walk under a suspended load!
1 Never climb onto the gravityroller conveyor!

1 Do not hold the material for clamping material to the vice! The vice can cause
injury!
3.9.1. 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 havesetticense to
handle with it!

3.9.2. 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 the material (for
example rod, tube), you must use the roller conveyors for material shifting to the
band saw. Contact Bomar for more information about roller conveyors
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Make sure the conveyor is long enough and the material cannot tip off the
conveyor.

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

66




When cutting short pieces to be used roller support, not to fall off the track.

Length submission is then limited = 550 mm (one stroke short piece)

3.9.3. Bundle material cutting

Attention:
Manualbundle clamping device is not standard equipment.
Without this device is a not possible cut bundle.

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

Round material 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!

=

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.

In order to keep the cut material better in a vice, we recommend using hydraulic
bundles material that does not belong to the standard equipment of the machine,
but is an optional accessonyt is particularly suitable when cutting uneven material.

Bomar
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4.1. Saw band dismantling

During the dismantling, take care that you do not damage the limit switch if the saw
band stretching.

1. Lift the saw frame to the top position. Stop the saw frame in top position by
control valve.

2. Dismantle yellow protective cover of the saw band. The cover is clamped with
two screws.

3. Open the cover of the arm.

4. Turn by stretching star to the left side, release saw band stretching and pull
saw band from blade wkels

5. Pull up the saw band from the guiding cubes

4.2, Saw band instalatio

During the installation, take care that you do not damage the limit switch if the saw
band stretching

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.

Bomar
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4.3.

2. Insert new saw band in the guide cubes. Make sure the saw band runs

between both guide rollers and it ipushed 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 theasv band as far back as possible

4. By turning the stretching star to the right, you will stretch the saw band slightly.

Remove the plastic cover of the saw band teeth

5. Close the cover of the arm.

6. Install the yellow protective cover of the band. The arrow on the cover must
match the direction of the arrow on the band. If it does not, you must turn the
band round.

Saw band stretching and inspection

Right saw band stretching i shichimfeensf t he
accuracy and saw band service life. Stretch the saw bands according to the selected
saw band and the band saw. Keep the recommendation of your manufacturer.

mo st

mj
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Pilovy pas MNapéti pilového pasu Napéti pilového pasu PSI (pro Tenzomat)
Sageband 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

34x1,1mm 210 N.mm”™ 30 500

41x1,3 mm 240 N.mm”™ 35 000

54x1,3mm 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

Bomar
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4.3.1. Saw band stretching

1 Switch on the hydraulic aggregate after the saw band installation check the
saw band strething on the Hydraulic blade tension indicatofoptional
accessories).

Use the screwio stretch the saw band until it is stretched to the recommended
value.

4.3.2. Saw band run adjustment on stretching wheel

Saw band run on the stretching wheel must be regularly inspecté&tie inspection
has to follow every saw band replacement

4.3.3. Saw band run inspection

If the run is not correct, the following problems may occur:

1 The saw band falls from the wheelsThe saw band and protective cover can
be damaged

 The saw band runs on the wheel rird The saw band and wheel rim can be
damaged

1. Start and stop saw baah drive.
2. Stop the main switch!

3. Open rear cover of the saw frame

7 4 Manual version: 1.05/ Dec 2015
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4. Check saw band placing on the wheels

1 If the distance of the rear part of the saw band from wheel rim i§ 3 mm,
setting is right

1 If the distance is bigger than 3 mm, or the saw band runs on the wheel rim,
saw band run must be set

4.3.4. Saw band setting

The saw band run is set with screw in the stretching cube on the saw frame.
Optimal distance has been determined 46 3 mm.

1  Turn by screw to the right, the saw band approximates to the stieing wheel
rim.

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

Check saw band run again after setting.

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

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

1 Tighten the saw band on the optimal value

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

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

Cooling agents and chips disposal

The quality of the cooling

agent will deteriorate due to

If the solution is too weak: If the solution is too strong

Bomar

75




Bomar

1  use of contaminated water 1  corrosion protection is 1  the cooling ability is
. . diminished decreased
1 impurity
. . R lubrication decreases 1  foam behaviour increases
T  outside oil contamination
(hydraulics, gears) 1  microbial attack is more likely 1  emulsions stability
deteriorates

9 high operating temperatures

1 lack of air circulation U SRR

1  wrong concentration

4.4.1. Coolant device inspection

The state of the cooling agent has significant influence on the cutting quality and
on the operational life of the machine. Lifetime of the cooling liquid is 1 year, after
this time we recommend change the cooling liquid. This time is dependent on the
degree of pollutbn cooling liquid (especially with oils) and on the other factors.
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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 liquid must be changed.

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

Testing Interval Method Condition Precaution
. . ) after concentration check,
Liquid level daily visually too low N .
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 smell; unpleasant smell 9
or renew coolant
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 . insufficient corrosioni . v, . Y
. chip test . increase concentration or pH
protection necessary protection
Herberttest 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 A
necessary hardness, ix with defoamer
slowly
*Accordingt o manufacturersd instructions

4.4.2. Chips disposal

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

1 Let the chips drip excess fluid!.

1  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 compaquipped for the
disposal of chips contaminated with cooling liquid.case the machine is
equipped with microspray installation, the chips must also be handed over to
a disposal company.

4.4.3. Gun cleaning mabines from dip- optional accessories

Tool cleaning machines from chips after cutting.

With custom pump (min. capacity 16 | / min.) The coolant gets into the rinsing pistol
with the trigger lever.
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Sufficient pressure to the chips and debris were eliminated from the bearing
surfaces of the base materiand 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 adjustable 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

Suitable for machine brand Bomar

Bomar
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4.5.

4.4.4. Halogen light working area optional accessoies

Light the working area othe machine with natural light and helps to facilitate
cutting with a band sawProper lighting in your work area greatly enhances
ergonomics machines

Thanks flexible arm halogen light can accurately adjust to the desii@zhtion.

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

Design lighting unit meets IP54 Protection against water jets.

Technical data halogen light :

Supply voltage 24V

Lenght flexible arm 300 mm

average P 5,5 mm
lenght 80 mm

Package includes: lighting unit, flexible arm, holder for attachment to the machine,
transformer, wiring.

Hydraulic,Greases and oils

4.5.1. Gearbox ails

In gearboxes, oil is used for the whole lifetime of the 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!
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Use oils with specification DIN 51517 in the gearboxes. Select the viscosity grade 1ISO
VG according to the original oil fill.

81

Bomar




Bomar

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

Band saw Gearbox oil Capacity
Workline 510.350 GANC Shell Tivela S 320 1,8l
Swarf conveyor Shell Tivela S 320 0,0751

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
Alpha SP 100 Alpha SP 220
Castrol
Alpha MW 100 Alpha MW 220

Reductelf SP 220
EIf Reductelf SP 100 Reductelf SP 320
Reductelf Synthese 220

Esso Spartan EP 100 Spartan EP 220 Spartan EP 320

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

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

4.5.2. Lubricant greases

We recommend using lithium based saponified grease, class N&Edr lubrication.
Different greases are mixab)éf 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 AG ASEOL Litea EP 80®77
Texaco Multifak EP1
8 2 Manual version: 1.05/ Dec 2015
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4.5.3. Lubrication

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

Lubrication place Lubrication

Band saw / he guiding cubes leading grease with
oil from both sides once a week.

1

4.5.4. Micronizer® mist lubrication 24+ optional accessories

Miconizer is a device used to create a lubricating oil mist in precise dose mixture of
oil and air, which is then applied directly to the blade.

Ideal device for cooling and lubrication of the cutting blade closed profiles, which
helps to maximize ease of cut.

Bomar
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Does not leak coolant when cutting profile material outside the working area
sawmills.

Equipment adapted for all brand Bomar band saws.
Microniser setting is as follows:

1. For proper operation microniser pressure must be applied (dry, clean
air free of particles) tires in the range of 0.5 to 0.5 MPagar)-
arrow 1

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

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

3. Microniser switch on / off is controlled dependent omachine

8 4 Manual version: 1.05/ Dec 2015
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4. Set the microniser arrow4 the interval of cutting oil dispersion (3
20 pulses / min.). This interval adjust the parameters of the cutting
strip and cut material

5.

6.

htid] £
Recommended cutting oils for micronization:

Manufacturer Cutting oil
Biona Biocut
Paramo Paramo cut 22

85



Bomar

Featured are cutting oil with a viscosity 22.1

Add cleaning is possible after removing the filler cap. After completing a cap must
be screwed again.

Package Includes: tank with regulators, connecting hose 6m, diffuser.

4.5.5. Hydraulic oils

Replace the hydraulic oil once in 2 years, becauke bil can deteriorate its
properties and cause problems the hydraulic equipment. If the hydraulic system is
equipped with filter (2SF 56/4®,063), replace the filter too.

Note:

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

Use oils with specification DIN 515HILP, ISO 67431 and viscosity grade ISO VG
32in hydraulic aggregates. Hydraulic oils quantiysee 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 Qil32
EIf Elfolna32 Sun Sunvis 846 WR
Esso Nuto H 32 Texaco Rando HD B32
Fam HD 5040 Valvoline Ultramax AW32
Fina Hydran32

86

Manual version: 1.05/ Dec 2015
Manual rev.: 1




Bomar

4.5.6. Regulation of clamping pressure

The hydraulic pressie device for pressure setting on the main vice and feed vise.

Warning !
Because the hydraulic pressure equipment pressurg,2 0 4
MPa, loosen the screws with caution!

Settings:
1. First Release the pressure regulator valve
2. Adjust the pressure using the pressure relief valve and manometer
1 When turning the pressure valvelockwise the pressure increases
1 When turning the pressure valveounterclockwise lowers the pressure
3. 0nce you have set the desired pressure, pull the lock nut
Hydraulic pressure equipment is not needed to maintain.

4.5.7. Hydraulic unit service

After 50 hours working time, or the lates8 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
9 During time of duty the oilOAGmperature shouldnlt ex

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

1 Check the adjustment of working pressure
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To realise a high reliability of the power pack, the manufacturer lays down following
inspection intervals

. three .

Interval daily weekly monthly monthly six monthly: annually
Hydraulic fluid
Level - A - - - -
Temperature = A = = = =
Condition - - A - - -
Change interval - - - - - A
Filter

Change interval

Other checks
External Leakages
Contamination
Damages

o o o o

Noise (level)

Gauges R - A - - -

4.6. Machine cleaning

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

1  Clamping jaws guiding othe vice.
1 The guiding of the feeder.

1 Loading surface of the vice.

4.7. Worn pieces replacement

4.7.1. Hard metal guides replacement

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

1. Dismantle the saw band. Remove the hosepipe leading the cooling agent.
Dismantle guide cube of the saw band

2. Loosen the adjusting screws of the metal guide

8 8 Manual version: 1.05/ Dec 2015
Manual rev.: 1
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3. Loosen the binding screw of first metal guide. Remove adjustable hard metal
guide.

4. Loosen the binding screw of second metal guidRemove the hard metal
guide

5. Insert new hard metal guides and fasten them tightly
6. Mount the saw band. Adjust the hard metal guides

4.7.2. Round brush replacement

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

1. Release the nut of the brush, exchange old brush to new brush and screw on
the nut of the brush.

2. Set the brush to the saw band.

4.7.3. Saw band guiding rollers replacement

ATTENTION!
Guiding pulleys must be replaced together on both guiding
cubes!!

If the saw band is not sufficiently guided by guiding pulleys or if the pulleys are
obviously worn, the pullgs should be replaced

1. Dismantle the saw band
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2. Disconnect the hose from the cooling agent, screw off the pressure regulation.
Let the pressure regulation connected to the hydraulic system. Dismantle the
guiding cube of the saw band.

ATTENTION!
Mark both eccentrics placing and components on the
eccentric! Eccentrics must not be replaced with each other!!

3. Tighten the guiding cube to the vice and dismantle both eccentrics with
bearings following way.

4. Screw off nuts from eccentrics..

6. Change all bearings and other worn parts.

9 O Manual version: 1.05/ Dec 2015
Manual rev.: 1




7. Install eccentrics to the cubes. Indtabmponents on both eccentrics in given

ATTENTION!
Do not replace the eccentrics placing in the cube

order. Put bearings by means of the preparation on eccentrics

8.

9. Insert the saw band to the guiding cube (ca. 820 cm). Set the eccentrics by
means of the wrenches, the saw band must run in the centre. Guide pulleys
must not press too much on the band, but must spin freely during the band
run.

10. Tighten nuts on both eccentrics

11. Remove the testing piece of saw band from the cube lead. Install the guiding
cube on the machine and connect the pressure regulation to the cut and
cooling. Install the saw band.

4.7.4. Stretching wheel replacement

1. Dismantle the saw band.

2. Screw off the screw and take down the washer

Bomar
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3. Pull off the wheel from the shaft by means of the thresrmed puller.If
bearing stayed on the shaft, pull off it too

4. Check score of the bearings of the stretching wheel and replace them for new.

5. Clean the shaft and grease it with oil. Insert retaining ring to the groove

6. Install bearing on the shaft and move b the retaining ring. Insert the
distance ring on the shaft and move it to the bearing.

7. Insert the retaining ring to the hole in the wheel.

8. Insert the bearing to the hole in the wheel and press it to the retaining ring.

9 2 Manual version: 1.05/ Dec 2015
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9. Put the wheel on the shaft and screw on the preparation to the wheel
stretching to the hole in the shaft.

11. Screw on washer and screw back..
12. Install the saw band. Wheel replacement is ready.

4.7.5. Driving wheel replacement

1. Dismantle the saw band

2. Screw of the screw and remove the washer.

Bomar

93




Bomar

3. Pull off the wheel from the shaft by means of the thresrmed puller.

4. Install the wheel on the shaft. Insert the feather to the groove

5. Screw on the preparation to the wheel stretching to the hole in the shattill
on the wheel on the shaft.

6. Screw on washer and screw back.

7. Install the saw band. Wheel replacement is ready.

4.7.6. Replacing the coolant pump

9 4 Manual version: 1.05/ Dec 2015
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Only a qualified worker can carry out the connection!
High-voltage shock may have fatal results
1. Pull the tank with he liquid from the pedestal.

2. Remove the hosepipe leading to the cooling agent from the plug on the
pump. Screw off four screws from the cooling pump flange and pull out the
pump from the sheet metal holder.

s

3.  Remove the cover of the pump terminal switchboard. Disconnect 4 terminal
connectors of the input cablesCables are identified according to the red
clamps..

4. Loosen the bushing and pull the cable out from the pump.

5. Dismantle new pump switchboard covePush the cable though the bushing
and fastenit.

Bomar
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6. Screw on the cable bushing and cover of the terminal block. Do not forget the
rubber gasket! Tighten the cooling liquid hose with nestick tape and screw it
again. Install cooling liquid hose, place the pump on the sheet metal holder
and screw it
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5. Troubleshooting
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1.

2.

3.

5.1.

Problem

Slanting cut

The cut is not cut
upon desired angle

Short lifetime of the
saw band

Mechanical problems

Possible causes

Wrongly adjusted hard metal guides. S e t

Worn hard metal guides.

Wrongly adjusted cubes of the saw
band guiding.

Worn bearings of the saw band
guiding.

Wrongly adjusted swarf brush.

Worn swarf brush.

Insufficient saw band stretching.

Wrongly chosen tooth system athe
saw band.

Worn saw band.
Wrongly balanced roller conveyor.

Dirty feeding board.

Guiding arm and guiding cube are
loosened.

Guiding arm and cube are too far
from the material.

Too fast cutting rate.

Unexpected oscillation in material
quality.

Securing lever is loosened.

Set angle does not match the cut
angle.

Insufficient saw band stretching.

Guiding arm and guiding cube are
loosened.

Dirt between material and clamping
jaw.

Insufficient saw band stretching.

Worn swarf brush.

Bomar

Repair

according to the
adjust ment o

Repl ace to the
replacemen t O

chapt ¢

Set according to the
adjust ment o

Repl ace according to
repl acement o

Set according to the
adjustment o

Repl ace according to

replacement o

Rise the saw band stretching and set the limit
switch.

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

Replace the saw band.
Set the roller conveyor.

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

Clamp the guiding arm.
Set the guiding cube to the material.

Lower the material feethg speed.

Set the cut and feeding speed to the relevant
material.

Check the securing lever efficiency and carry
out its adjustment according to chapter
aServicing and adj usit

Check the angle adjustment with a protractor
and possibly set it according to chapter
aServicing and adj ust

Stretch the saw bad and set the limit switch
according to chapter
adjust ment 0.

Fasten the guiding arm and the cube.

Cleanse the material and mating jaw.

Raise the tightening of the saw band set the
scanner of saw band tightening according to
chapter aServicing al

Check the swarf brush condition and replace i
in caseof excessive use as described in chapt
aWorn pieces replaceil
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Problem Possible causes Repair

- Wrongly adjusted swarf brush. Check swarf brush adjustment, set it accordin
to chapter aServicing

- Over stretched saw band Lower stretching of the saw band and set the
limit switch of the saw band stretching
according to chapter
adjust ment o

- Wrongly adjusted hard metal guides. Check the adjustment of the hard metal guide
and carry out adjustment as described in
chapter aServicing al

- Worn hard metal guides of the saw  Check the condition of the hard metal guide
band. and if it is too worn, replace hard metal guides
according to chapter
repl acement o

- Worn saw band guide bearings. Check guiding bearings and if you notice som
sort of excessive damage, replace them
according to chapter:
repl acement o

- Wrongly adjusted guiding cubes of  Set guiding cube according to chapter
the saw band. aServicing and adj usit

- Wrongly adjusted down feed and sav Adjust the feeding and speed of a saw band

band speed according to values published by saw band
manufacturer.
- Different material quality. Adjust feeding and speed of a saw band

according to desired material (try cutest).

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

- Wrongly chosen saw band tooth Replace the saw band and keep instructions ¢
system. the manufacturer on the choice.
- Wrongly adjusted tracking. Check the space between top of a savahd
and driving wheel. Perhaps adjust the trackinc
as described in chapt

adjustmento

- Worn saw band. Replace the saw band and keep instructions ¢
the manufacturer on the choice.

4. Insufficient cut - Wrong saw band tooth system. Replace the saw band and keep instructions ¢

output. the manufacturer on the choice.

- Wrongly set down feed and speed of Set feed and speed of a saw band according 1
a saw band. values published by saw band manufacturer.

- Wrongly adusted lower stop point of Check lower limit switch and screw.

5. The cutis not the saw frame.
finished. - Stop point surface is messedp. Cleanse stop point surface of the limit switch
from debris and residue material.
6. By choke is not - Metal clamps between valve and Clamps must be removed and put on the shaf
possible turn panel. O-Ring about 10x2 mm.
- Metal clams are in body of valve. Valve must be cleared or changed.
7. Saw band drive - Pressure switch is adjusted wrong.  Set the pressure switch according thapter
i e SlErER aServicing and adj ust
- Pressure switch is defective. Replace defective parts of the pressure switck
8. The saw bands are - [Instretching wheel is wrong adjustin¢ Adjust distance band from recess wheel c.2
Cracked geometry. mm according to operating instructions.
- Hard metal plates of circuit saw band Hard metal plates of circuit saw band must be
are not adjusting. adjusting according to operating instructions.
1 O 0 Manual version: 1.05/ Dec 2015
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10.

11.

12.

Problem

Damage tooth
system of the saw
band

The saw is cut
downing.

Cleansing of the saw
band is not functional.

The saw arm
periodically rise and
fall during the cut;
this cause short
lifetime of the saw
band.

Possible causes

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

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

In gripping the lifting cylinder is
backlash.

Squeezed pin upper or downer holde
of the lifting cylinder.

Geometry of hardmetal guiding cube:
is wrong adjusted.

Bearings of guiding cubes are used.

Elastic wheel of the brush drive is
worn-down.

Knurling of the driving wheel is worn
down.

The shaft of the brush drive is rusted

The brush position and the brush
cover is adjusted wrong with the
brush cannot be turned.

Backslash in driving wheel lodgemen
on the shaft.

Worn channel for gring.

5.2. Electricproblems

Problem

Machine is not
possible start.

When cut is finished,
the frame is not
raising.

Electric motor and
pump are without
voltage. Between
contactor and
thermal protector is

Possible causes
In socket is not voltage

Transfer relay is closed (thermal
protector)

Limit switch of saw band stretching,
cover of frame or cover of saw band
not started.

Bottom limit switch is adjusted wrong

In hydraulic (pneumatic) ring is error.
HYTOS (BOSCH) is not acting to
frame uplift.

Wrong contactor.

Repair

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

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

Exchange complete upper or downer holder o
lifting cylinder.

Hardmetal guiding cubes must be adjusted.

Bearings of guiding cubes must be replaced.

Elastic wheel of the brush must be changed.

Driving wheel must be changed.

The shaft of the brush mast be cleaned and
oiled.

The brush cover must be posed, in order to th
brush can be turned.

Change the driving shaft for a long one, new
bearings, distance ring, new driving wheel,
spring, two covers on the forehead of the shaf
+ screws.

Repair
Line voltage must be checked.

Each FA relay must be checked.

Check of saw band stretching and covers
closing.

Bottom limit switch must be adjusted accordin
to chapter ADJUSTING.

Function of magnetic valve must be checked,
valve must be closed, voltage of clamps and
inductor must be checked.

Replace contactor of engine.

Bomar
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Problem

not voltage.

The indicator of -
speed saw band is -
not functional.

Protector is switched -
off from engine
hydraulic aggregate
MAS3 sometimes.

The hydraulic
aggregate cannot be
started

Hydraulic aggregate -
is switched on but

the saw armor the
main vice is not
functional

Cooling is not active

5.3. Hydraulic

Problem

1. Hydrogenerator

not supplying oil

2. Hydraulic oil

contains bubbles

Possible causes

Sensor of speed is not adjusted.
Defective display

Wrong sensord diode of indicator
speed is not light.

Into hydraulic system is high working
pressure.

Auxiliary contact on thermerelay FA1
is defective.

Wrong connection of electrical supply
The electrical phases are connected
conversely.

Lack of cooling agent.
Thermal relay is defective

Input hosepipe is broken or
obstructed.

Cooling pump protection is defective

Cooling pump is defective.

problems
Possible causes

reverse rotation

shortage of oil in the tank

Oil viscosity does not correspond
prescribed viscosity value

Hydrogenerator malfunction

Wrong power supply connection.

Hydraulic circuit is not adequately
deaerated

Low oil level

Repair

Sensor of speed must be adjusted.
The display must be changed.

Sensor must be changed and adjusted.

Service engineer must reduce the pressure in
hydraulic system.

Replace the defective contact on motor startel
FAL.

The phases must be switched. Only service
engineer can do this.

Fill the tank with cooling agent.
Change the thermal relay

Check the cooling circuit and perhaps cleanse
cooling system.

Check the protection of cooling pump iheed
change it.

Replace the cooling pump.

Repair

Check the connections of each
phase. Reconnect properly
connection of the electrical phases.

Add hydraulic oil

Change hydraulic oil.

Call service
Check the connections ofach
phase. Reconnect properly

connection of the electrical phases.

Make deaeration of hydraulic
circuit.

Add hydraulic oil
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Increased

A the pump shaft seals damaged Call service

A damaged joint drive Call service

mechanical noise

A damaged or destroyed motor bearings Call service

A air intake Check for leaks.
Low pressure, A problem in the safety valve Wrong settings. Check the settj)s
pump supplies oil and adjust the safety valve.

A pump wear Call service

A external or internal leakage Call service
Hydrogeneratoris A damage by solid particles in oil Make oil filtration, or call the service
seized

A non-prescribed oil Change hydraulic oil.

A wrong type of il Change hydraulic oil.

A exceeding the life of the pump Call service
Overheating oll A cooler malfunction Check the cooler function or call

service.

A wear the pump, the energy is converter Call service
into heat

Hydraulic valve ca A electromagnet has no signal (voltage) Check again.

not be readjusted interrupted supply lines
A Electromagnet coil burnt Replace coib Call service.
A spool valve sticking Replace valvé Call service
Note:

Frequency Inverter

Do install the bandsaw machine at electrical

Installation that corresponds recommended technical
standards. We recommend to protect the machine using
current protectores by daracteristics U, able to
compansate interchanges of rising current which escapes
fromfilter of Frequency Inverter, so that
additionalequipments to the machine will not be required

t han. We dondt reccomend to prot e
standard protector current, equipped by a smaller type
under 100 mA. Standard used is 30 mA because of currnet
escape in accordance of Frequency Inverters fitted on
machine. Alternative soulutionshould be used
currentprotector (FI) by sensitivity of 100 mA.

Bomar
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6. Schematics
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