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1.0 Warranty and Service

Walter Meier (Manufacturing) Inc., warrants every product it sells. If one of our tools needs service or repair, one of
our Authorized Service Centers located throughout the United States can give you quick service. In most cases, any
of these Walter Meier Authorized Service Centers can authorize warranty repair, assist you in obtaining parts, or
perform routine maintenance and major repair on your JET® tools. For the name of an Authorized Service Center in
your area call 1-800-274-6848.

MORE INFORMATION

Walter Meier is consistently adding new products to the line. For complete, up-to-date product information, check with
your local Walter Meier distributor, or visit jettools.com.

WARRANTY

JET products carry a limited warranty which varies in duration based upon the product (MW = Metalworking, WW =
Woodworking).

Beam Clamps Trolleys-Air Lever Hoists
Body Repair Kits Trolleys-Electric Pullers-JCH Models
Bottle Jacks Trolleys-Plain Trolleys-Geared
Cable Pullers Web Slings Winches-Manual
Cold Saws WY Lath Winches-Electric WW Air Filtration
; ; ~ Hoists-Air alnes WW Bandsaws WW Lathes Fastening Tools
kﬂathe‘Accessonesl Alr Tools Hoists-Electric MW Precision Vises WW Benchtop | WW Buffers WW Planers Mechanicg:s Hand Tools
achine Accessories | Contractor Pallet Trucks ! v
Mobie B Air Tools-Industrial Jack Stands ! : Tools WW Drill Presses  \WW Sanders Striking Tools
obile Bases Ir 100IS-InCUSHial |- peta] forming Rigging Equip. WW Dust Collectors  WW Shapers Vises (no -precision)
Safety Equipment Air Tools-Light MilliDrills Scissor Lift Tables WW Dust Filters WW Tablesaws Cl p
Specialty Items Industrial Milling Machines Screw Jacks WW Dust Fitiings C:"FPSH ist- Manual
Vise Accessories Lubrication MW Bandsaws Service Jacks WW Jointers ain Folst- Manua
MW Drill Presses Stackers
Mw F_Inlshmg Surface Grinders Warranty reverts to 1 Year Warranty if woodworking (WW) products fisted above are used
Equipment Tapping for Industrial or educational purposes.

WHAT IS COVERED?
This warranty covers any defects in workmanship or materials subject to the exceptions stated below. Cutting tools,
abrasives and other consumables are excluded from warranty coverage.

WHO IS COVERED?
This warranty covers only the initial purchaser of the product.

WHAT IS THE PERIOD OF COVERAGE?
The general JET warranty lasts for the time period specified in the product literature of each product.

WHAT IS NOT COVERED?

Five Year Warranties do not cover woodworking (WW) products used for commercial, industrial or educational
purposes. Woodworking products with Five Year Warranties that are used for commercial, industrial or education
purposes revert to a One Year Warranty. This warranty does not cover defects due directly or indirectly to misuse,
abuse, negligence or accidents, normal wear-and-tear, improper repair or alterations, or lack of maintenance.

HOW TO GET SERVICE

The product or part must be returned for examination, postage prepaid, to a location designated by us. For the name
of the location nearest you, please call 1-800-274-6848.

You must provide proof of initial purchase date and an explanation of the complaint must accompany the
merchandise. If our inspection discloses a defect, we will repair or replace the product, or refund the purchase price,
at our option. We will return the repaired product or replacement at our expense unless it is determined by us that
there is no defect, or that the defect resulted from causes not within the scope of our warranty in which case we will,
at your direction, dispose of or return the product. In the event you choose to have the product returned, you will be
responsible for the shipping and handling costs of the return.

HOW STATE LAW APPLIES
This warranty gives you specific legal rights; you may also have other rights which vary from state to state.

LIMITATIONS ON THIS WARRANTY

WALTER MEIER (MANUFACTURING) INC., LIMITS ALL IMPLIED WARRANTIES TO THE PERIOD OF THE
LIMITED WARRANTY FOR EACH PRODUCT. EXCEPT AS STATED HEREIN, ANY IMPLIED WARRANTIES OR
MERCHANTABILITY AND FITNESS ARE EXCLUDED. SOME STATES DO NOT ALLOW LIMITATIONS ON HOW
LONG THE IMPLIED WARRANTY LASTS, SO THE ABOVE LIMITATION MAY NOT APPLY TO YOU.

WALTER MEIER SHALL IN NO EVENT BE LIABLE FOR DEATH, INJURIES TO PERSONS OR PROPERTY, OR
FOR INCIDENTAL, CONTINGENT, SPECIAL, OR CONSEQUENTIAL DAMAGES ARISING FROM THE USE OF
OUR PRODUCTS. SOME STATES DO NOT ALLOW THE EXCLUSION OR LIMITATION OF INCIDENTAL OR
CONSEQUENTIAL DAMAGES, SO THE ABOVE LIMITATION OR EXCLUSION MAY NOT APPLY TO YOU.

Walter Meier sells through distributors only. The specifications in Walter Meier catalogs are given as general
information and are not binding. Members of Walter Meier reserve the right to effect at any time, without prior notice,
those alterations to parts, fittings, and accessory equipment which they may deem necessary for any reason
whatsoever. JET® branded products are not sold in Canada by Walter Meier.



2.0 Table of contents

Section Page
1.0 WAAITANLY ANA SEIVICE......c..iiiiiiiiei e e e ettt e e e e et e e e e e s e ettt e e e e e e s s e st ae et eaeeesasstteaeteaaeeeaassssaesaaaeeeaasssnnseeaesensnnes 2
P O I = o] (=) oo ] 1 (] 1T USRS 3
BT OIS T (=] VL= U4 1o T PSPPI 4
O o To UL g TR 4 P LU - | PR 5
LIS o Lo o= 11T LSRR 6
6.0 UNncrating and @SSEMDIY ..........uuiiiiiiiiiiiiie e e e e e s et e et ea e e s s et e e e eaee e e et ra—araaeeeeannnnraaeeaaas 7
O 41 = = o o I SRR 7
N O = (= TodngTor= | ote] o] g T=T ot A o] o E T R 7
L0 Vo] = To [= TN oTo] 0 1Y/ =T 6] T o SRS SERRRE 7
o (= T= T o] g F= R (=) A I OSSO PRERRRE 7
LS O O] 1 o] SRR 8
OO TN 10131 = ] PR PERR 9
0 =1 = To (= (=7 0 7 To 1T USSR 9
02 =1 = To (= (= Uod 1] o OSSP 10
O JRC I =1 F= To (=00 (U1 o FoTR= To [0 ) 0 0 T=T o PSP 10
O A o o I e [ o (=T |10 S 0= PSP 10
10.5 Changing SAW DIAUES ......c.ccooiiiiiiii e e e e e s e e e et e e e e e e e e e e annnaees 10
10.6 WOrK 1amp BUID ... e e e e st e e e e e e s e e n e e e e e e e naararaeeeeeannnraes 11
O 2] To [T (=T 1o o RSP P UUPRRTPPR 11
B |V o =T = L oo g o T 11 o PP 11
2 o To 11 1] = o L= USRI 11
B R T 1Y/ 1R 11
B - T R 11
TR T T  SSSTSU PR RRR 11
BTG TV 1 o PSSP 11
A = = To [ o] 1= T= 1= Uo = S PPPR 12
2 O IV A= (o (=T o] o T= T = U1 I SPP PRSP 12
2 R 1= T o SR PPPR 12
2 = L= 4 o) Vo T I =T 1 o IO PEPR 12
22 VAV Fo [ o OSSPSR 12
2 N o T [ o S PEPR 13
D2 ST =1 = To [ 2o 10 To 110 Vo [0S PEPR 14
2 IS Y=ot oo FoT YA N gL aT= =TT RSP 14
2 VA= (o 1= G @ 1= = L o S PEPR 14
RS B O = 7= Uy (o IS 1T Vo =] = L4 T o P SPPPPRRR 15
R =1 = To [l o == Lt I o] o o =To [ S REPR P 15
13.2 Setting DIAAE SPEEU.......coeii e a e e e — e e e e e e —taaeeaaaa——rrraaeeeaaans 15
13.3 Evaluating Cutting €ffiCIENCY .......uuuiiiiiii i a e e s e ra e e e aa e e e e annaaees 15
LA.0 IMBINEENAINCE.......eeeiitiii ettt ettt ettt e ekttt e e ettt e e e ea bttt e o aa b et e a4k be e e e eabb e a2 e aabe e e e e ambe e e e enbeeaeensseaeanneeeeenneaeeannneaans 15
14.1 LubFiCAtiON SCREAUIE ....coo ettt ettt e ettt e e s bbe e e e ettt e e nbeeeeeneeeeeanneeaaans 15
ST O T I (o101 o] L= oo ] ] o PP PPRPR 16
ST R @ o T=T = LT aTo [ o] 1] o] (=T 4 1< T PRPR 16
15.2 Mechanical and electrical ProbIEMS ...........ouiiiii i ———— 17
ST IR VAVA=T (o [=To [ o] F=To S TN T Y o =Tt o ] o 1 EPPR 18
15.4 Welder mechanical ProDIEBMS ........coiii i e e e e e e e e e e e e nnnnees 19
16.0 Speed and PItCh ChAIT ..........ouiiiii e e e e e e e et e e e e e e astaeeeeeeeeesnnraeaaeeeaanans 20
17.0 Typical Band SAW OPEratiONS .........cc.uuuiiiieeeiiiiiiiiteeeesiestiteeetae e st aatiaaeetaaeesaastaaretaaessaasssssseeeassssssssesaesaannns 21
18.0 REPIACEMENT PAITS......cci i iieiiiee ettt e et e e e s s e e et e e e et s e et e et aaeesaassttaaeteaaeeaaassssaeseaeeeeannnsnnseeeannns 21
18.1.1 VBS-2012 Band Saw — EXPIOAEA VIEW .....cccceiiiiiiiiieee ettt e e st s e e e e s annananae e e e e e nnnnnees 22
18.1.2 VBS-2012 Band Saw (Welder Assembly) — EXpIOded VIEW ........ccoocviiiiieieeiiiiiiiiieee e 23
18.1.3 VBS-2012 BaNd SAW — PArtS LiSE......ccuuieiiieiiieeitie et e iee ettt et e et eeseeeesmbeeseeeesaeeesneeeanneeans 24
R O I o (o= I @ o] o =T £ 0] o SRR UTURRRRRN 29



3.0 Safety warnings

1.

Read and understand the entire owner's
manual before attempting assembly or
operation.

Read and understand the warnings posted on
the machine and in this manual. Failure to
comply with all of these warnings may cause
serious injury.

Replace the warning labels if they become
obscured or removed.

This band saw is designed and intended for
use by properly trained and experienced
personnel only. If you are not familiar with the
proper and safe operation of a band saw, do
not use until proper training and knowledge
have been obtained.

Do not use this band saw for other than its
intended use. If used for other purposes,
Walter Meier (Manufacturing) Inc., disclaims
any real or implied warranty and holds itself
harmless from any injury that may result from
that use.

Always wear approved safety glasses/face
shields while using this band saw. Everyday
eyeglasses only have impact resistant lenses;
they are not safety glasses.

Before operating this band saw, remove tie,
rings, watches and other jewelry, and roll
sleeves up past the elbows. Remove all loose
clothing and confine long hair. Non-slip
footwear or anti-skid floor strips are
recommended. Do not wear gloves.

Wear ear protectors (plugs or muffs) during
extended periods of operation.

Some dust created by power sanding, sawing,
grinding, driling and other construction
activities contain chemicals known to cause
cancer, birth defects or other reproductive
harm. Some examples of these chemicals are:

e Lead from lead based paint.

e Crystalline silica from bricks, cement and
other masonry products.

e Arsenic and chromium from chemically
treated lumber.

Your risk of exposure varies, depending on
how often you do this type of work. To reduce
your exposure to these chemicals, work in a
well-ventilated area and work with approved
safety equipment, such as face or dust masks

10.

11.

12.

13.

14.

15.

16.

17.

18.

19.

20.

21.

22.

23.

24.

that are specifically designed to filter out
microscopic particles.

Do not operate this machine while tired or
under the influence of drugs, alcohol or any
medication.

Make certain the switch is in the OFF position
before connecting the machine to the power

supply.

Make certain the machine is properly
grounded.
Make all machine adjustments or maintenance

with the machine unplugged from the power
source.

Remove adjusting keys and wrenches. Form a
habit of checking to see that keys and
adjusting wrenches are removed from the
machine before turning it on.

Keep safety guards in place at all times when
the machine is in use. If removed for
maintenance purposes, use extreme caution
and replace the guards immediately after
completion of maintenance.

Check damaged parts. Before further use of
the machine, a guard or other part that is
damaged should be carefully checked to
determine that it will operate properly and
perform its intended function. Check for
alignment of moving parts, binding of moving
parts, breakage of parts, mounting and any
other conditions that may affect its operation.
A guard or other part that is damaged should
be properly repaired or replaced.

Provide for adequate space surrounding work
area and non-glare, overhead lighting.

Keep the floor around the machine clean and
free of scrap material, oil and grease.

Keep visitors a safe distance from the work
area. Keep children away.

Make your workshop child proof with padlocks,
master switches or by removing starter keys.

Give your work undivided attention. Looking
around, carrying on a conversation and “horse-
play” are careless acts that can result in
serious injury.

Maintain a balanced stance at all times so that
you do not fall into the blade or other moving
parts. Do not overreach or use excessive force
to perform any machine operation.

Use the right tool at the correct speed and
feed rate. Do not force a tool or attachment to
do a job for which it was not designed. The
right tool will do the job better and more safely.

Use recommended accessories;
accessories may be hazardous.

improper



25. Maintain tools with care. Keep saw blades 33. Always wear leather gloves when handling
sharp and clean for the best and safest saw blades. The operator should not wear
performance. Follow instructions for lubricating gloves when operating the band saw.

and changing accessories. 34. Do not allow the saw blade to rest against the

26. Turn off the machine before cleaning. Use a workpiece when the saw is not running.
brush or compressed air to remove chips or

debris — do not use your bare hands. 35. The saw must be stopped and the electrical

supply must be cut off before any blade
27. Do not stand on the machine. Serious injury replacement, drive belt replacement, or any
could occur if the machine tips over. periodic service or maintenance is performed

28. Never leave the machine running unattended. on the machine.

Turn the power off and do not leave the 36. Remove cut off pieces -carefully, keeping
machine until it comes to a complete stop. hands away from the blade. The saw must be
stopped and the electrical supply cut off or
machine unplugged before reaching into the
cutting area.

29. Remove loose items and unnecessary work
pieces from the area before starting the
machine.

37. Don't use in dangerous environment. Don't
use power tools in damp or wet location, or

31. Always use push sticks when cutting small expose them to rain. Keep work area well
material. lighted.

30. Keep hands out of the line of saw blade.

32. Raise or lower blade guide only when machine
has been turned off and blade has stopped
moving.

Familiarize yourself with the following safety notices used in this manual:

ACAUTION

machine damage.

AWARNING
death.

This means that if precautions are not heeded, it may result in minor injury and/or possible

This means that if precautions are not heeded, it may result in serious injury or possibly even

4.0 About this manual

This manual is provided by Walter Meier (Manufacturing) Inc. covering the safe operation and maintenance
procedures for a JET Model VBS-2012 Band Saw. This manual contains instructions on installation, safety
precautions, general operating procedures, maintenance instructions and parts breakdown. Your machine has
been designed and constructed to provide years of trouble-free operation if used in accordance with the
instructions as set forth in this document.

If there are questions or comments, please contact your local supplier or Walter Meier. Walter Meier can also
be reached at our web site: www.waltermeier.com.

Retain this manual for future reference. If the machine transfers ownership, the manual should accompany it.

AWARNING Read and understand the entire contents of this manual before attempting assembly
or operation! Failure to comply may cause serious injury!




5.0 Specifications

Y ToTo L= I o TU 0] o1 PR RPRRPT VBS-2012
SEOCK NMUMDET ...ttt ettt e ettt e e e e sttt e e e ate e e e ebeee e anteeeeannbeeeeanreeans 414482
[ =T Lo o 1T =T o O PSPRS variable
LOW FAINGE ..o 65-555
[ 1T | T =TT = T OO PSPRPRPRS 390-3280
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HEIght (MaX. tNICKNESS) ....uii i e e e e et e e e s s ettt e et e e e s abaaeeeeeeeeasssaaaeeeeeas 12"
Throat (MaX. WIALN) ...ceeeei e e e et et e e e e e et et aeetaaessaasaaeeeeeeeassssaeaeaeeeennnnnen 20"
RTAT L= (o Lo o= T = Lo YOO PERRR P 5/16" — 3/4"
MOLOT ..ot TEFC, 2HP(1.5kW), 3PH, 230/460V (prewired 230V), 6.2/3.1A, 60Hz
LI 1] (] USRI 24" x 22-1/2"
Table height from flOOT ..........oiiiiie e e e e e s e et e e e e s s st e e e e e e e ssssaaaeaaeeeeanans 39-1/2”
1= L)L ] PR 8° F and B; 15°R and 12°L
Blade length (ApProXimMate) ..........uuueiiieeiiiiiiiiiee e e e e s e e e e e e s ennnes 150-1/2" min.; 156-1/2" max.
2] P2 To [T To L1 o PR RRR ST 1/8"to 1”
L@ Y= 1| I 1= o | o | P RUR 79"
[ (oo g o T Tt I =T 1111 =To SRR 42" x 29"
Weights:
= PSP URP PR 1210 1b
S 17 o] o1 o RS SOUPUPRPP 1310 1b

The specifications in this manual were current at time of publication, but because of our policy of continuous
improvement, Walter Meier (Manufacturing) Inc., reserves the right to change specifications at any time and without
prior notice, without incurring obligations.



6.0 Uncrating and assembly

1. Finish uncrating the band saw. Contact your
distributor if any damage has occurred during

shipping.

2. Remove any preservative with kerosene or
diesel oil. Do not use gasoline, paint thinner,
or any cellulose-based product, as these will
damage painted surfaces.

3. Remove two socket head cap screws from left
side of vertical column. Attach shear assembly
(A, Figure 1) to column by inserting screws.

4. Place rip fence onto table and tighten with
locking knob.

Figure 1

7.0 Installation

1. Remove four (4) nuts and washers holding
band saw to shipping crate bottom.

2. Use the lifting ring to lift band saw into its
permanent location. For best performance,
band saw should be bolted to floor after a level
position has been found.

3. Using a square, adjust table 90 degrees to
blade, both front to back and side to side.
Loosen the hex cap screws below the table to
move it and tighten to hold table in place. If
necessary, adjust the pointers to zero should
they read different once table is perpendicular
to blade in both directions.

4. To level the machine, place a machinist's level
on the table and observe in both directions.

5. Use metal shims under the appropriate hold
down screw. Tighten screw and recheck for
level.

6. Adjust with additional shims, as required, until
table is level when all mounting screws (or
nuts) are tight.

8.0 Electrical connections

AWARNING All electrical connections

must be done by a qualified electrician. All
adjustments or repairs must be done with
machine disconnected from power source.
Failure to comply may cause serious injury.

The VBS-2012 Band Saw is rated at 230/460V and
comes from the factory prewired 230V.

You may either connect a proper UL-listed plug
suitable for 230 volt operation, or "hard-wire" the
machine directly to your electrical panel provided
there is a disconnect near the machine for the
user.

The band saw must be grounded. A qualified
electrician can make the proper electrical
connections and confirm the power on site is
compatible with the saw.

Before connecting to power source, make sure
switch is in off position.

8.1 Voltage conversion
To switch to 460V operation:

1. Switch the incoming leads in the motor
junction box (follow wiring diagram on inside
cover of motor junction box).

2. Switch the jumper wires on the circuit board.
Remove control panel from saw body and
change the jumper wires according to the list
in section 19.0, Electrical Connections.

3. If a plug is to be used, install a proper UL-
listed plug suitable for 460V operation.

IMPORTANT: Consult the diagrams in section 19.0
for any clarification of these changes on 230V to
460V conversion.

8.2 Three-phase test run

After wiring the band saw, you should check that
the wires have been connected properly. Connect
machine to power source and turn it on for an
instant to watch direction of blade movement.

If blade runs upward instead of downward,
disconnect machine from power, and switch any
two of the three leads in the motor junction box
(see section 19.0, Electrical Connections).



9.0 Controls

Low/High Range Shift Lever (B, Figure 2) — Pull
toward front of machine to shift into low speed
range. Push toward rear of machine to shift into
high speed range. CAUTION: Do not change
speed range while machine is running. Adjust
only when machine is stopped.

Figure 2

Variable Speed Hand Wheel (C, Figure 2) — Turn
clockwise to increase speed and counterclockwise
to decrease speed. CAUTION: Do not turn
handwheel while machine is stopped. Adjust
speed only when machine is running.

Upper Blade Guide Lock Knob (D, Figure 2) —
Turn counterclockwise to loosen and clockwise to
tighten.

Upper Blade Guide Handwheel (E, Figure 2) —
Turn clockwise to raise blade guide assembly;
counterclockwise to lower.

Work Lamp Switch (F, Figure 2) — on top of lamp
shade; turns lamp on and off.

Shear Lever (G, Figure 2) — UP position allows
insertion of blade end into shear. Pull lever DOWN
to cut blade.

Main Motor Start Switch (H, Figure 3) — Press to
start band saw.

Main Motor Stop Switch (I, Figure 3) - Press to
stop band saw.

Key Lock Switch (J, Figure 3) — Turn to 12 o’clock
position and remove key to lock out power from

control panel. Insert key and turn to 3 o’clock
position to turn on power to control panel.

Emergency Stop Switch (K, Figure 3) — Press to
stop all machine functions. Turn 90° to reset.

Power Lamp (L, Figure 3) — Illuminated when
power is being supplied to band saw.

Digital Readout (M, Figure 3) — Indicates blade
speed in feet per minute. Note: After saw is first
started or the speed has been changed, allow at
least a minute for the readout to stabilize the new
setting.
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Grinder Toggle Switch (N, Figure 4) — located on
blade welder panel. Flip switch up to start grinder;
flip down to stop grinder.

Weld Button (O, Figure 4) — located on blade
welder panel. Press and hold to start welding.
Shuts off automatically when weld is done.
Release when weld is completed.

Anneal Button (P, Figure 4) — located on blade
welder panel. Press and hold to anneal blade,
release to stop.

Blade Clamp Pressure Knob (Q, Figure 4) —
located on blade welder panel. Sets pressure for
different width blades.

Blade Clamps (R, Figure 4) — located on blade
welder panel. DOWN position allows insertion of
blade into clamp. UP position locks blade.



Figure 4

Blade Tension Handwheel (S, Figure 5) — located
on underside of upper frame. Turn clockwise to
tension blade; counterclockwise to release tension
on blade.

Blade Tracking Handwheel (T, Figure 5) —
located at upper rear of saw. Turn clockwise to
track blade toward front of blade wheel. Turn
counterclockwise to track blade toward rear of
blade wheel.

Figure 5

Table Tilt Mechanism — located under work table.
To tilt table left or right, loosen two socket head
cap screws (U, Figure 6) at rear of mechanism. To
level table front to back, loosen four socket head
cap screws (V, Figure 7) on either side of
mechanism.

Figure 6

Figure 7

10.0 Adjustments

AWARNING All adjustments or repairs to

machine must be done with power off and
machine disconnected from power source.
Failure to comply may cause serious injury.

10.1 Blade tensioning

1. Raise upper blade guide by loosening lock
knob (A, Figure 8) and turning blade guide
handwheel (B) clockwise until it stops.

Figure 8

2. Apply finger pressure to blade. Travel from
vertical should be approximately 3/8" each
way.

3. To tighten blade, turn handwheel (C, Figure 8)
clockwise. To loosen blade, turn handwheel
counterclockwise.



4. Use blade tension indicator (D, Figure 9) as
reference only. Blade should be tensioned
using the finger pressure method.

Figure 9

10.2 Blade tracking

Blade tracking may be required periodically
depending upon blade size and tension. The blade
must be tensioned as outlined in section 10.1
Blade tensioning. Disconnect machine from power
source and open both blade wheel doors. Shift
high-low gear box lever into neutral position. Turn
upper blade wheel by hand while observing blade
position on the upper blade wheel. If adjustment is
necessary:

1. Turn blade tracking knob (E, Figure 9)
clockwise to track blade toward front of blade
wheel.

2. Turn tracking knob counterclockwise to track
blade toward rear of blade wheel. Blade
should be tracked as close to center of top
blade wheel as possible.

Note: Upper and lower blade guides should be
moved away and left loose from the blade while
tracking adjustments are being made.

10.3 Blade guide adjustment

ACAUTION Blade guides must be properly
adjusted or damage may occur to blade and/or
guides.

AWARNING Guard has been removed to

show detail. Always operate saw with guard in
place and properly adjusted. Failure to comply
may cause serious injury.

1. Loosen lock knob (A, Figure 8) and turn blade
guide handwheel (B, Figure 8) until blade
guide assembly is half way between table and
head, then tighten lock knob (A, Figure 8).

2. Loosen screw (F, Figure 10) and slide blade
guide assembly away from blade until it stops.
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Figure 10

3. Loosen screw (G, Figure 10). Slide blade stop
(H, Figure 10) toward blade until a gap of 1/32”
remains. Tighten screw (G, Figure 10).

4. Slide blade guide assembly toward blade until
blade guides are just behind the gullets as in
Figure 10. Tighten screw (F, Figure 10).

5. Open upper access door and rotate blade
wheel by hand until weld portion of blade is
between the two fingers.

6. Loosen two hex cap screws (I, Figure 10) and
adjust each finger toward the blade. They
should not touch the blade. Adjust for 0.010”
clearance on either side.

7. Tighten two hex cap screws (I, Figure 10)
once proper adjustment has been made.

8. Adjust lower blade guides in the same manner.

Note: Even properly adjusted blade guides will
show wear after continual use. Readjust as
necessary. If the blade guides become difficult to
adjust, switch the left and right blade guides.

10.4 Top guide adjustment

Always position top guide to within 1/8” of the top
surface of workpiece. This minimizes exposure of
operator’s hands to the saw blade.

10.5 Changing saw blades
1. Disconnect saw from power source.

2. Move upper blade guide to its highest position
and lock in place.

3. Open both wheel doors. Turn tension
adjustment handwheel counterclockwise to
loosen tension on blade.

4. Remove blade guard from column. Remove
blade from both wheels and maneuver it
around protective shield on upper blade guide.
Use gloves when handling blades.

5. Install new blade by maneuvering around
blade shield on upper blade guide.

6. Place it between the fingers of both blade
guides and onto both wheels. Position next to
both wheel flanges. Make sure teeth point



down toward table. NOTE: If teeth will not
point downward regardless of blade
orientation, the blade is inside-out. Twist blade
outside-in and reinstall.

7. Verify that blade rests against ball bearing
(Figure 11), not behind it.

Figure 11
8. Reinstall blade guard on column.

Tension blade by turning tension handwheel.
Rotate wheel by hand and make sure blade is
properly seated in blade guides. Blade guides
will have to be adjusted if the replacement
blade is a different type and width.

10. Turn on saw and check blade tracking. Adjust
tracking if necessary.

10.6 Work lamp bulb

The work lamp uses a standard medium-base 60
watt bulb (not provided).

11.0 Blade selection

Proper blade selection is just as important to band
saw operation as is blade speed and material feed.
Proper blade selection will impact blade life,
straightness of cut, cut finish, and efficiency of
operation. Excessive blade breakage, stripping of
teeth, and waviness of cut are some of the results
of improper blade selection.

Blades are classified by material composition, tooth
shape, tooth pitch, tooth set, gage of the band
material, and kerf of the set (width of cut).

11.1 Material composition

Carbon Steel — low cost, for use with non-ferrous
materials, wood, and plastics.

High Speed Steel — resists heat generated by dry
cutting. Used for ferrous metals.

Alloy Steel — tough and wear resistant, cuts faster
with longer blade life. Used on hard materials.
More expensive than carbon or high speed steel.
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Carbide Tipped — for cutting unusual materials
such as uranium, titanium, or beryllium.

11.2 Tooth shape

Note: When cutting thin materials, the rule for
blade pitch is to have a minimum of two teeth
engaging the material being cut at all times.

Standard Tooth - generally used to cut ferrous
metals, hard bronze, hard brass, and thin metals.

Skip Tooth - have better chip clearance (larger
gullety and are used on softer, non-ferrous
materials such as aluminum, copper, magnesium,
and soft brass.

Hook Tooth - provides a chip breaker and has less
tendency to gum up in softer materials. Used in the
same materials as skip tooth but can be fed faster
than standard or skip tooth blades.

11.3 Set type

Straight Set — used for free cutting non-ferrous
materials; i.e., aluminum, magnesium, plastics, and
wood.

Wavy Set — used on materials of varying thickness
(pipe, tubing, and structural shapes).

Raker Set — used in large cuts on thick plate and
bar stock where finish of cut is not as important as
speed.

11.4 Gage

Gage is the thickness of material from which the
blade is produced. The thicker the material, the
stronger the blade.

11.5 Kerf

Kerf is the width of a cut. Kerf will vary according to
the set of the blade teeth.

11.6 Width

The thinner the blade, the tighter will be the
minimum radius of cut. Always use widest blade
possible for the job.

General rules for blade selection:

e Select coarser pitch blades for thicker or softer
material.

e Select finer pitch blades for thinner or harder
material.

e Use fine pitch blades to obtain a smooth finish.

e Use coarse pitch blades to obtain faster cutting
speeds (thick material).

e To prevent premature blade wear, use fastest
practical speed.

e Adjust feed rate to ensure continuous cutting
action.



¢ Run the bandsaw with blade centered in upper
and lower guides, and guide fingers adjusted
as close as possible without touching the
blade or weld joint.

AWARN'NG Never adjust guide fingers

while blade is running. Failure to comply may
cause serious injury.

11.7 Blade breakage

Band saw blades are subject to high stresses and
breakage may sometimes be unavoidable.
However, many factors can be controlled to help
prevent most blade breakage. Here are some
common causes for breakage:

1. Misalignment of blade guides.

2. Feeding workpiece too quickly.

3. Using a wide blade to cut a short radius curve.

4. Excessive tension.

5. Teeth are dull or improperly set.

6. Upper guides are set too high off the
workpiece.

7. Faulty weld on blade.

12.0 Welder operation

AWARNING Wear eye protection while

operating welder. Use care when handling
blade after welding to avoid burns.

The welding procedure involves the following
steps: Shearing the blade, grinding teeth to allow
for the weld area, the actual welding, inspection of
blade, annealing, grinding and a final inspection of
blade. This procedure can be accomplished using
the shear and welder assemblies on your band
saw. Proceed as follows:

12.1 Shearing

Cut blade to longest length needed for band saw.
Using the shear to cut your blade will ensure that
cut ends are flat, square and smooth.

1. Place handle in upright position.

2. Position blade against back of square cutting
guide of shear. See Figure 12. Make sure
blade is held square with shear knife, so that
cut will be square with blade.

3. Position blade so that cut is made at a place
that allows for uniform spacing of teeth. See
Figure 13.

4. Bring handle down firmly to cut blade.

IMPORTANT: If a blade has been cut by using
snips, the ends of the blade must be ground
square before welding them together, as shown in
Figure 14.
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Figure 12

Clean blade ends which

will contact welder jaws
N
o8

*—__ Areas consumed
by welding

Cut off blade ends square.
Allow for correct tooth spacing.

Grind off teeth
within welding area

Figure 13

GRIND HERE

If snips are used
to cut blade,
grind ends square
as shown.

Figure 14

12.2 Removing Teeth

In fine pitched blades, one or more of the teeth on
each side of the cut may need to be removed by
grinding so that the weld area of the blade is
uniform and the teeth will be uniformly spaced. See
Figure 13, and refer to section 12.5 Blade grinding.

12.3 Welding
ACAUTION The welder is designed for

intermittent use. Repeated welding within a
short period of time may cause welder to
overheat.

1. Clean welder jaws and lower jaw inserts.



2. Carefully clean ends of blade which will
contact welder jaws. Remove any dirt, oil,
scale and oxide.

ACAUTION Any rust (oxide) on blade in

vicinity of weld must be ground off before
blade can be welded.

3. Turn pressure knob (Figure 15) to “0” position
(pointed downward). NOTE: There will be
some resistance when turning knob.

4. Insert one end of blade into left clamp. Position
back edge of blade against back edge of left
clamp. Then position the end of the blade
midway between left and right clamps. Tighten
left clamp.

5. Insert opposite end of blade into right clamp.
Position back edge of blade against back edge
of right clamp. Then butt the end of blade
against the other end of blade (the blade ends
need to be in contact with each other). Tighten
right clamp.

6. Set pressure selector switch (counterclockwise
rotation) to the approximate setting required
for the width of the blade being welded.

AWARNING Keep hands clear of weld area
and clamp jaws during welding.

7. Press and hold weld button (Figure 15). When
weld button is pushed, the left clamp moves to
the right to apply pressure to the blade ends.
Simultaneously, sparks will be emitted from the
blade ends as they are being welded. Do not
release weld button until blade joint is “red
hot.”

Figure 15

8. Release weld button, and wait 3 or 4 seconds
until blade returns to original color. Unclamp
blade.

9. Rotate pressure selector switch back to “0”.

10. Remove blade from clamps, and carefully
inspect it. The spacing of the teeth should be
uniform and the weld should be located in
center of gullet. Misalignment is easily noted at
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this time from the weld appearance. See
Figure 16 for examples of incorrect welds.

11. If the weld is imperfect, refer to section 15.3 for
possible remedies to any problems. Make
corrections before annealing.

Misaligned weld

Incomplete weld

“Blown-out” weld

“5

Overlapped weld

Figure 16

12.4 Annealing

The blade must now be annealed, or cooled at a
controlled rate to prevent it becoming too brittle.

The general procedure follows. Specific procedure
will depend upon blade type, as described in
sections 12.4.1 through 12.4.3.

1. Turn pressure selector knob all the way to left
so clamp jaws are closest to each other.

2. Insert blade into clamps so that weld area is
centered between clamps. Secure blade in
jaws with the clamp handles.

3. Quickly press and release (“jog”) the anneal
button (Figure 15). Repeat jog process until
you see a slightly red glow from weld area.

ACAUTION Do not press and hold the

anneal push button. The weld will be
overheated and will fail due to excessive
heat.

4. Release both blade clamps, allow blade to
cool, then remove blade from clamps.

5. Check weld integrity. Bend blade to form a
radius at point of weld. The size of the radius
should be approximately the same as radius of
band saw drive wheel. The weld must hold and



not break or crack after forming the radius. If
the weld breaks, cut away welded area and
repeat welding-annealing process.

6. Check to make sure welded section is same
thickness as rest of blade. If not, grind off
excess weld material using the grinder. Refer
to section 12.5, Blade grinding.

ACAUTION | ¢ page is thicker at the weld

than at the rest of the blade, using the blade
may damage the guides.

The following are variations of the general
procedure, based upon blade type:

12.4.1 Carbon steel blades

1. Press and jog the annealing switch button until
weld is a "dull cherry" to "cherry red" color.

2. Allow blade to cool slowly by decreasing
jogging frequency.

12.4.2 Carbon steel hard back blades

1. Heat blade slowly until weld becomes a deep
blue color.

2. Continue to heat by jogging the anneal button
until the width of the blue color is one-half the
length of the band exposed between the jaws.

3. Do not overheat or the temper of the band will
be damaged. Caution - Do not heat beyond
the "blue" stage. If the band begins to show
any red color, it is too hot. Cool quickly by
releasing the anneal button.

WELDER JAWS ~—___

BLUE COLOFI.vI
SHOULD BE %

e DISTANCE BETWEEN JAWS =5

| —

Correct annealing of Carbon Steel Hard
Back Blades

Figure 17
12.4.3 Bi-Metal blades

1. Heat blade slowly by jogging the annealing
switch button until weld just begins to emit light
(dull red color). The desired color may not
always be visible in normal room light - always
shade the weld area with your hand.

2. Cool the weld quickly by
annealing button.

releasing the
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3. Follow this procedure before and after grinding
bimetal blades.

12.5 Blade grinding
AWARNING Keep hands away from

rotating grinding wheel. Failure to comply may
cause serious injury. Always heed the indicator
light — when glowing, it warns that the grinder
motor is running.

After annealing, the blade must be ground to
remove excess metal or flash from the weld. With
the teeth facing out, grind the weld carefully (Figure
18). Do not hit the teeth, or grind deeper than the
weld, burn, or overheat the weld area. Be sure to
remove flash from back edge of blade. Any flash or
"stub” teeth which project beyond the normal set or
height of the other teeth must be ground off.

Figure 19 illustrates some unacceptable grindings.

Figure 18
[ T | ([ X |
| L | X |

Bad Grindings

Figure 19

12.6 Secondary Annealing

Anneal the weld 2 to 3 times again after grinding.

12.7 Welder Clean-Up

It is important that the welder jaws be kept clean at
all times. The jaws and inserts must be wiped or
scraped clean after every weld. Doing this will
ensure better welds by:

1. Holding proper alignment.



2. Preventing flash from becoming embedded in
the blade.

3. Preventing shorts or poor electrical contact.

13.0 Band saw operation

Consult section 9.0 for identification of the controls.

Unlock the control panel using the provided key.

AWARNING Never operate band saw

without blade and wheel covers in place and
secured.

13.1 Blade break-in procedure

New blades are very sharp and therefore have a
tooth geometry that is easily damaged if a careful
break-in procedure is not followed. Consult the
blade manufacturer's literature for break-in of
specific blades on specific materials. The following
procedure will be adequate, however, for break-in
of JET-supplied blades on lower alloy ferrous
materials.

1. Use a section of round stock.

2. Operate the saw at low speed. Start the cut
with a very light feed rate.

3. When the saw has completed about 1/3 of the
cut, increase the feed rate slightly and allow
the saw to complete the cut.

4. Keep the feed rate at the same setting and
begin a second cut on the same or similar
workpiece.

5. When the saw has completed about 1/3 of the
cut, increase the feed rate while watching the
chip formation until cutting is at its most
efficient rate (refer to “Evaluating Cutting
Efficiency” below). Allow the saw to complete
the cut.

6. The blade is now considered ready for use.

13.2 Setting blade speed

1. Refer to Speed and Pitch chart in section 16.0.
Select speed setting for the material to be cut.

2. While machine is NOT running, move gear
shift lever (B, Figure 2) to required speed
setting (high or low).

ACAUTION Move gear shift lever only

when machine is NOT running, to prevent
damage to gearbox.

3. Start saw using the pushbutton.

4. Turn speed setting handwheel (C, Figure 2) to
required speed. Turning handwheel clockwise
increases speed; counterclockwise decreases
speed.

ACAUTION Rotate  speed  setting

handwheel only when machine is running.

13.3 Evaluating cutting efficiency

The best way to determine whether a blade is
cutting efficiently is to observe the chips formed by
the cutting.

e If chip formation is powdery, then the feed rate
is too light, or blade is dull.

o |If the chips formed are curled, but colored —
blue or straw colored from heat generated
during the cut — then feed rate is excessive.

e If chips are slightly curled and not colored by
heat, then the blade is sufficiently sharp and is
cutting at its most efficient rate.

14.0 Maintenance

AWARNING Before doing maintenance on
the machine, disconnect it from the electrical
supply by pulling out the plug or switching off
the main switch. Failure to comply may cause
serious injury.

Use a brush to loosen accumulated chips and
debris. Use a shop vacuum to remove the debiris.
Make sure the chip brush on the lower band wheel
is properly adjusted.

If the power cord is worn, cut, or damaged in any
way, have it replaced immediately.

Wipe off the rubber tires, and clean the tables after
each day’s use.
14.1 Lubrication schedule

e Upper Blade Guide Shaft — lightly grease
weekly. Clean after each day's use.

e Speed Change Handle — grease monthly with
a light film on teeth and threads.

e Variable Pulley - insert a light weight grease
into the grease fitting located on end of pulley
shaft.

e Blade Tension Screw — grease monthly.



15.0 Troubleshooting

15.1 Operating problems

Table 1

Trouble

Probable Cause

Remedy

Saw blade is twisted.

Blade has been improperly welded.

Re-weld blade. See section 12.3

Blade not installed properly.

Set guide inserts closer, and increase
blade tension.

Feeding workpiece too forcefully.

Decrease feed rate.

Incorrect choice of blade.

Use proper width blade for radius or
wavy line cutting.

Cuts not straight.

Blade tooth has improper set.

File to proper set or replace blade.

Inadequate blade tension.

Increase tension.

Guide post too high.

Set guide post closer to workpiece.

Feed rate too strong.

Decrease feed rate.

Blade slips off
wheel(s).

Inadequate blade tension.

Increase tension.

Wheels not aligned properly.

Contact technical service for adjustment
of wheel alignment.

Blade quickly becomes
dull.

Blade speed too fast.

Use slower speed.

Wrong blade for the job.

Use proper blade for workpiece.

Feed rate excessive.

Decrease feed rate.

Blade warps.

Dull blade.

Sharpen or replace blade.

Guide post not fixed properly.

Fix guide post in position.

Blade not tensioned enough.

Increase tension.

Blade not 90° to table.

Adjust table perpendicular to blade.

Band Saw is noisy, or
vibrates too much.

Band Saw not resting on level surface.

Floor must be flat.

Variable speed pulley is damaged.

Replace pulley.

Blade teeth keep
breaking.

Incorrect blade for the job.

Select proper blade pitch and style.

Blade is of inferior material.

Use better quality blade.

Blade becomes
damaged easily.

Blade has been over-annealed.

Decrease annealing temperature.

Too large a gap between blade guides
and blade.

Adjust proper gap between guides and
blade. See section 10.3

Blade too wide for short radius cutting.

Select narrower blade appropriate to
the job.
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15.2 Mechanical and electrical problems

Table 2

Trouble

Probable Cause

Remedy

Machine will not
start/restart or
repeatedly trips circuit
breaker or blows
fuses.

Machine will not
start/restart or
repeatedly trips circuit
breaker or blows fuses
(cont.)

No incoming power.

Verify machine is connected to power
source. Make sure START button is
pushed in completely, and STOP button
is disengaged.

Cord damaged.

Replace cord.

Overload automatic reset has not reset.

When the band saw overloads on the
circuit breaker built into the motor
starter, it may take time for the machine
to cool down before restart. Allow unit to
adequately cool before attempting
restart. If problem persists, check amp
setting on the motor starter.

Band Saw frequently trips.

One cause of overloading trips which
are not electrical in nature is too heavy
a cut. The solution is to reduce feed
pressure into the blade. If too heavy a
cut is not the problem, then check the
amp setting on the overload relay.
Match the full load amps on the motor
as noted on the motor plate. If amp
setting is correct then there is probably
a loose electrical lead.

Building circuit breaker trips or fuse
blows.

Verify that band saw is on a circuit of
correct size. If circuit size is correct,
there is probably a loose electrical lead.

Switch or motor failure (how to
distinguish).

If you have access to a voltmeter, you
can separate a starter failure from a
motor failure by first, verifying incoming
voltage at 220+/-10% and second,
checking the voltage between starter
and motor at 220+/-10%. If incoming
voltage is incorrect, you have a power
supply problem. If voltage between
starter and motor is incorrect, you have
a starter problem. If voltage between
starter and motor is correct, you have a
motor problem.

Motor overheated.

Clean motor of dust or debris to allow
proper air circulation. Allow motor to
cool down before restarting.

Motor failure.

If electric motor is suspect, you have
two options: Have a qualified electrician
test the motor for function or remove the
motor and take it to a qualified electric
motor repair shop and have it tested.

Miswiring of the unit.

Double check to confirm all electrical
connections are correct. Refer to
appropriate wiring diagrams to make
any needed corrections.

Switch failure.

If switch is suspect, you have two
options: Have a qualified electrician test
the switch for function, or purchase a
new start switch and establish if that
was the problem on changeout.

Band Saw does not
come up to speed.

Extension cord too light or too long.

Replace with adequate size and length
cord.

Low current.

Contact a qualified electrician.
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15.3 Welded blade inspection

Table 3

Trouble

Probable Cause

Remedy

Weld is misaligned.

Dirt or scale on clamp jaws or blade.

Always keep jaws clean. Clean blade
before welding.

Blade ends not square.

Before welding, grind cut edges of
blade until they are square. Use the
shear on the band saw for square cuts.

Blade ends not correctly aligned when
clamped in jaws.

Align ends properly before clamping.

Worn clamp jaws

Replace clamp jaws.

Clamp jaws not aligned correctly.

Align jaws correctly.

Misaligned weld: Blade
ends are overlapped.

Pressure knob is set for wider blade
than the one used.

Adjust pressure knob correctly for
particular blade width.

Blade ends or clamp jaws not aligned
correctly.

Make corrections as needed.

Weld breaks when
used.

Weld is weak and incomplete; possible
“blow holes” (see Figure 16).

Cut and re-weld blade ends.

Weld has been ground too thin.

Cut and re-weld blade ends.

Weld incorrectly annealed.

Follow annealing instructions in section
12.4.

Incomplete weld.

Pressure knob not set correctly.

Make appropriate adjustment

Improper clamping procedures.

Use proper procedures. See section
12.0.

Limit switch not adjusted correctly.

Adjust limit switch correctly.

Defective limit switch; doesn’t break
circuit at end of welding operation.

Replace limit switch.

Clamp jaw movement obstructed by
kinked jaw cable or tangled wires.

Bend cable and untangle wires.

Brittle weld.

Incorrect annealing heat.

Bring weld up to correct color. See
section 12.4

Scale or oil on weld caused poor
annealing.

Keep clamp jaws and blade clean.
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15.4 Welder mechanical problems

Table 4

Trouble

Probable Cause

Remedy

Weld could not be
made. Jaws do not
move.

Wire connection is poor; connecting
point of welding switch is bad.

Change switch, or grind the connecting
port with a file.

Transformer burned out.

Change transformer, or rewire it.

Blade has oil on it.

Wipe off any oil.

Blade ends have rust.

Grind off rust.

Weld area melts when
weld switch is pushed.

Welding switch is cutting off late.

Screw welding switch connecting nut
tighter.

Welding press too weak.

Rotate pressure selector knob
accordingly.

Jaw movement too slow.

Put some oil on rear side of welding
lever and the two jaws.

Blade cannot be tightly
clamped with the
clamp jaws.

Clamp jaws are out of order, or
decayed.

Replace clamp jaws.

Lower jaw inserts are out of order.

Replace lower jaw inserts.

Annealing doesn’t
occur when annealing
button is pushed.

Annealing switch connection is poor.

Replace annealing switch.

Fuse blown.

Replace fuse.

Annealing button will
not return to correct
position after release.

Annealing button has dust or debris
around it.

Remove annealing button housing and
clean out any dust or debris.

Grinder will not run
when Grinder switch is
pushed.

Grinder motor is burnt out.

Change grinder motor or rewire it.

Grinder switch is bad.

Replace grinder switch.
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16.0 Speed and pitch chart

20

Thickness | Sawing speed (M/min) Pitch (No. of teeth / inch)
for specified Matenial & thickness

Material ~1/4 1/4~1 1~3 3~6 6~ ~l/d | 14~1]| 1~3 | 3~6 | 6~
High carbon steel 70 60 60 45 45 18 i4 10 6 4
Free cutting steel 60 45 40 3¢ 30 18|14 12 |6 | 4
Ordinary tool steel 4G 30 30 .25 20 24 18 14 2 4
High speed stecl 30 25 20 20 20 24 |14 |12 | 8 | 4
Stainless steel 25 20 20 20 20 18 i4 10 3 4
Thick iron plate 45 30 20 20 20 18 14 10 8 4
Cast iron 45 40 36 25 20 18 | 14 ¢ 12 8 | 4
Aluminum 108,A108 365 275 180 120 60 - 18 | 10 6 3 3
Al132,C133 365 275 180 120 60 18 10 6 3 3
13,43,85,4032,6151 350 425 245 150 90 18 10 [ 3 3
113,138,152 B-193 550 380 275 180 90 18 | 10 6 3 3
B-214,312,333 350 380 275 180 90 18 10 6 3 3
212,355,356,360,380 550 380 275 180 S0 18 10 6 3 3
142,165,750 915 825 735 670 610 18 10 6 3 3
2014,2018,2025 915 825 735 670 610 18 10 6 3 3
6053,7075 915 825 735 670 610 18 10 6 3 3
6061,6063 1500 1220 1065 915 770 I8 10 6 3 3
122,214,218 220 1500 1385 1220 1065 915 18 10 6 3 3
1100.2011,2017,3003,3004) 1500 1500 1500 1383 1220 18 10 6 3 3
2024,5052 1500 1560 1500 1506 610 18 10 6 3 3
Magnesium bronze 125 75 44 25 20 14 8 6 3 3
Leaded commercial branze 915 610 450 305 150 14 3 6 | 3 3
Commercial branze 150 105 60 30 20 14 8 6 3 3
Free cutting brass 1220 913 610 430 300 i4 8 [ 3 3
Forging brass 610 460 335 245 150 14 8 6 3 3
High leaded brass 1063 825 565 410 260 14 ] ] 3 3
Leaded brass 610 460 275 215 150 14 8 6 3 3
Low loaded brass 455 305 150 60 20 14 8 3 3 3
Leaded copper 765 350 360 240 120 14 8 3 3 3
Cadmium copper ) 60 30 25 20 41 81 3373
Magnesium 1560 1385 1220 915 610 14 3 3 3 3
Cadmium 1220 1065 915 915 760 14 8 6 3 3
Manganese 60 45 30 25 20 24 14 6 3 3
Nickel 55 40 30 25 20 18 14 6 3 3
Bdenum 55 45 40 35 25 13 | 14 6 | 3 3
Chrome 50 40 25 20 20 18| 14 6 | 3 | 3
Silicon 55 30 30 20 20 18 14 6 3 3
Carbon (8~35) 1220 1065 915 765 6§10 10 6 3 3 3
Carbon (35~65) 615 245 90 45 26 14 10 6 3 3
Carbon (1008~ 1095) 60 45 30 25 20 24 | 14 6 | 3|3
Rubber 460 155 90 60 45 18 14 10 8 6
Plastics 1500 1065 765 550 455 10 8 3 3 3

Table 5




17.0 Typical Band Saw Operations

&

\

RIPPING SLICING BEVELING
SLOTTING SEGMENTING SHAPING CUT
SPLITTING ANGULARCUT GRINDING RELIEF
i <
> >
EXTERNAL CONTOUR INTERNAL CONTOUR

%

THREE-DIM. CUTTING SHAPING COMPOUND ANGLE CUT

Figure 20

18.0 Replacement Parts

Replacement parts are listed on the following pages. To order parts or reach our service department, call 1-
800-274-6848 Monday through Friday (see our website for business hours, www.waltermeier.com). Having the
Model Number and Serial Number of your machine available when you call will allow us to serve you quickly
and accurately.

Note: An asterisk in the parts list indicates the part belongs to a complete assembly.
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18.1.1 VBS-2012 Band Saw — Exploded View
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18.1.2 VBS-2012 Band Saw (Welder Assembly) — Exploded View

058"
=1
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18.1.3 VBS-2012 Band Saw — Parts List

Index No Part No Description Size Qty
Control Panel Assembly
6600.......... VBS2012-6600.......... PUSH BUIEON = ON ..ottt eeesteeeseeeesaeeenneeesneeesneeeenes 1
6602.......... VBS2012-6602.......... PUSh BULtON — Off ... et 1
6610.......... VBS2012-6610.......... Emergency Off SWItCH ........uviiiiiiii s v 1
6650.......... VBS2012-6650.......... KBY SWILCH ...ttt e et e e e eesneeeeeeeenneeenes 1
6710.......... VBS2012-6710.......... MAGNELIC SWIECH. ....eeieiie e e 2
6720.......... VBS2012-6720.......... Starter OVEFIOAA ........coouiiiiiiiie et crtee e e e e e e aeeeas 1
6742 .......... VBS2012-6742.......... Power On INdiCator LIgNt ..........cooiiiiiiiiiec s e 1
6745 .......... VBS2012-6745.......... V0] 1= Vo [ =T [0 o= SRR 1
6750.......... VBS2012-6750.......... L= SRR 2
6799.......... VBS2012-6799.......... WIRNG PIALE ...ttt et e e stee e eesneeeeneeeenes 1
Guide Post Assembly
1310.......... VBS1220A-131.......... Blade GUIdE SUPPOIT ...coueiiiiiieitiee ittt ettt eee e e ateeaeeeseeeseeeaneeeenes 2
1320.......... VBS16-132................ 2] Lo [ U o [ SRR 4
1330.......... VBS1220M-133......... 2] Lo [T (o] o J SRR 2
1333.......... VBS2012-1333.......... ECCENENC SHAft.......iiieie e e 1
G6201 ....... BB-6201V.......ccce..... S F UL ST=T: Ty To [ SRR 2
1350.......... VBS2012-1350.......... Blade GUIAE POSt.....c..eiiiiiiiii ettt eeeseee e e eesnee e e e eneeeenes 1
1351 .......... VBS2012-1351.......... GBAK BT ..ottt eteeaete e e e e ae e e aneeeanneeaneeeas 1
1360.......... VBS2012-1360.......... GUIAE POSE HOUSING ......eiieeieitiie ettt sie cteeeieeeseeeeseee e e e sneeesneeea 1
1370.......... VBS2012-1370.......... Blade GUArd — Left.......oiiiiiieieii s e 1
1380.......... VBS2012-1380.......... Blade Guard — RIGht .........ooiiiiiiie et e 1
1400.......... VBS2012-1400.......... ST o] 10 To USRS 2
1410.......... VBS2012-1410.......... SPING HOUSING ...ttt e ree ceaeesssnirnaeeeesssnnaeeeeeaeeennns 1
1450.......... VBS2012-1450.......... POSt EIeVAtiNg GEAI.........cuviiiiie ittt e s cririee e e e e e e a e e e e e e enaenees 1
9015.......... VBS2012-9015.......... GUIAE POSE LOCK ....eeiiiietie ettt et et eee e e e snee e 1
9033........... VBS2012-9033.......... Post Elevating HandWheel.............ccvvvviiiiiiiiiies e 1
9230.......... VBS2012-9023.......... HANGIE ...ttt eeesnte e e e e e e sneeeeneeeenneeenes 1
Work Table Assembly
1010.......... VBS2012-1010.......... WOTK TADIE e et e e 1
1020.......... VBS1220M-102......... Table Support Frame (s/n prior to 0709140) .......ccct eveeeeeeeiieee e 1
.................. VBS1220M-1021....... Table Support Frame (s/n 0709140 and higher)...... ..ccccccceeeeeviiiiiieeeeeeienn 1
1030.......... VBS1220M-103......... Table Bracket — Right (s/n prior to 0709140)........... eveeeeeeeiiiiiieeeee e 1
.................. VBS1220M-1031....... Table Bracket — Right (s/n 0709140 and higher)..... ..cccococeeeivviiiiieeee e 1
1040.......... VBS1220M-104......... Table Bracket — Left (s/n prior t0 0709140)........cccct eveeeeeeeiiiiieeeee e 1
.................. VBS1220M-1041....... Table Bracket — Left (s/n 0709140 and higher)....... coccccceiviiiiiie e 1
1060.......... TS-0680061 .............. WASHET ... 1/2" e 2
1070.......... VBS2012-1070.......... TUDE SCIOW....eeitie ettt ee et et e e e see e e e e neeenneas 4
1080.......... VBS2012-1080.......... Blade Guard (NOt SNOWN) ......cciiiiiiiiiiiiiiee e e e e e e e e e e nenes 2
1090.......... VBS1220M-109......... Table SUPPOIt HOUSING ....coieii ittt cteeee e e e e e e raaaeae s 1
1100.......... VBS1220M-1100....... Guide SUPPOIt HOUSING ...ccoceiiiiiiiiee ettt e criies ceaeesssniieee e e e e s s snaneeeeeeeennes 1
1550.......... VBS2012-1550.......... RIP FENCE -ttt et et e e see e eesnee e st eeenneeenes 1
8741.......... VBS2012-8741.......... Tilt INAICAOr — L&R ...t et 1
8771.......... VBS2012-8771.......... Tilt INAICAtOr — F&B ...t e 1
9013.......... VBS2012-9013.......... RIP FENCE LOCK. ...ttt et 1
9700........... VBS2012-9700.......... INdicating NEEAIE ...........uviiiiiiee s e 2
Motor Assembly
2000.......... VBS2012-2000.......... 1Y o] (o ) SRR 1
2010.......... VBS2012-2010.......... MOEOT PUIBY ...ttt ettt et e seeeesee e eesneeesneeeenneeenes 1
BA41 ......... VB-A4l...ooooiiiaanne. RV 2T PSSP 2
BASO0 ......... VB-A53....cociiiiieen, RV 2T PSSP 2
2020.......... VBS2012-2020.......... MOLOr SUSPENSION AT ...uiiiiiieeeeeeciiteie e e e e e s esbrrreeaes cesatbrrreeaeesaanrreeaeeeeennenees 2
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Lower Wheel Assembly
3010.......... VBS1220A-301 ......... LOWET WREEL......eiee ettt e ettt e et e e
3020.......... VBS-1220A-302........ [0 o] 1T G I = T USSR
.................. VBS2012-301............ Lower Wheel With Tire ........oooiiiiie et e
3030.......... VBS2012-3030.......... TAPEE SIBEVE ..oeeveee ettt e e e e e e e e ————————
3040.......... VBS2012-3040.......... WHEEI LOCK INUL ...ttt et niee et e e e e e s e e seeee e
Upper Wheel Assembly
3050.......... VBS1220A-305 ......... UPPEI WHEEL.....ce ettt e et e e nnee e
3020.......... VBS-1220A-302........ [0 o] 1T G 1= SRR
G6305 ....... BB-6305.......cccccuennee 2 F UL ST=T: Ty g To [ SRR
.................. VBS2012-305............ Upper Wheel w/ Tire and BEariNgS.........cceuicciiiiiiees voviiiireeieeesisirieeeseeeesnennns
3060.......... VBS2012-3060.......... UPPEr WHEEI LOCK ..c.ccciiieiiiiee ettt es ceetiree e e e e e s s e e e e e e e nnnes
3070.......... VBS2012-3070.......... UPPEr WHEEI NUL ...ttt eee et e e e e
Blade Tracking Assembly
3080.......... VBS2012-3080.......... Slide BIOCK HOUSING * ......oeiiiiiieiiie et sie ceteeeieeeseeeeseeeeneee e e e sneeeas
3090.......... VBS2012-3090.......... Slide BIOCK SEAL * .......eeiiiiiieieiee ettt ete cteeasteeesneeeeeeenneeenneeeanneens
3100.......... VBS2012-3100.......... Slide BIOCK GUIE *.......ooiiiiiiiiieiiiee et sie cteeeteeesteeeeeeeneeeesneeesneeen
.................. VBS2012-3110A ....... Upper Wheel Slide Assembly (includes #3110,3111,3113).......cccccceeeeeeennnene.
3110.......... VBS2012-3110.......... Upper Wheel SHAE * ...t et
3111.......... VBS2012-3111.......... SHAE COVET * ...ttt ettt ettt ettt aaee sateeanteeenseeateeaaneeaanneeaneeens
3112.......... VBS2012-3112.......... Slide SCreW Shaft *.......oiiiiie e et e e ee e e seeeaneee
3113.......... VBS2012-3113.......... ST [0 S 1 o OO RUSURR
3120.......... VBS2012-3120.......... Wheel Elevating Shaft * ..o e
3121.......... VBS2012-3121.......... ST o] 10 To SO URUTS
3150.......... VBS2012-3150.......... WaASher * ... 216/330mm..................
3180.......... VBS2012-3180.......... INAICALOr RING ... ettt eeeiee et e e e e seeeesneeeaneeeenes
e VBS2012-3080CP..... Slide HOuSING COMPIELE ......coieiiiiiiiiiiiiie et ceiiiree e e e ssrree e e e e e
3190.......... VBS2012-3190.......... TeNSION INAICALON ......eeiiiiiii et et e e eeee e
9030.......... VBS2012-9030.......... HANAWRNEE! ... et e et e et e e
8712 .......... VBS2012-8712.......... INAICALOF PIALE.......oiiiiiiie e et e e e eaeee e
3200.......... VBS2012-3200.......... Wheel Tracking AGJUSEE ........ccooiiiiiiiiec e ceiireee e e e e e e e e e e eaannees
3220.......... VBS2012-3220.......... Wheel Tracking CONNECION ........ccuvviiiiiie et es vttt e e e e e e e e e e eanenees
3240.......... VBS2012-3240.......... CONNECIOr WASKNET ...ttt cetee e e et e e e e e e neeeas
3250.......... VBS2012-3250.......... (070] a1 0 =Tod (o] gl = [0 18 £=] 1o To [ PSR SSPPPPSSR
9060 .......... VBS2012-9060.......... Tracking HanAWhEE! ...........cooiiiiiiiii et et
9780.......... VBS2012-9780.......... U 2] = 1o . SRR
9790.......... VBS2012-9790.......... ChIP BIUSK ..t bt e e teeenee e et e e nneeesneeeaneeeas
Gear Box Assembly
0500.......... VBS2012-0500.......... LT T =70 GO SURRURURSR
0510.......... VBS2012-0510.......... GEAI BOX COVET ™.ttt ettt ettt stte e site oateeasteeesseeaseeanneeeanneeanneens
0520.......... VBS2012-0520.......... T LSRR SURRSR
0530.......... VBS2012-0530.......... SCIrEeW NUL * ... 35MM .
0540.......... VBS2012-0540.......... T LU SUSURSR
0550.......... VBS2012-0550.......... GBAI SNAE ™ ..ttt e et e e e aeeeas
0560.......... VBS2012-0560.......... ShAft COVEI ¥ ...ttt site cbeeateeeseeeateeaaneeeanaeeaneeens
0570.......... VBS2012-0570.......... T LSRR SURURSR
0581.......... VBS2012-0580.......... Main Shaft * (s/n 6045651 and higher) ..........cccviiis i
.................. VBS2012-0581.......... Main Shaft * (previous to s/N 6015660) ..........cccceeees vevvviiieeee e e
0590.......... VBS2012-0590.......... MaiN Shaft COVET ... ..ot e e aeee e e eeseeeseeeenneeenes
0600.......... VBS2012-0600.......... Speed Changing Shaft * ... s e
0610.......... VBS2012-0610.......... Speed ChangiNg A X s cee e e s e e e s reaeeeeaan
0611.......... VBS2012-0611.......... S 4 Fo N ] (0] o SRR SURRRSR
0612.......... VBS2012-0612.......... ST o] 10 To SRR
0620.......... VBS2012-0620.......... SHAE BIOCK ...ttt e e et e et e e nne e e enneeaneeeas
0621 .......... VBS2012-0621.......... Slide BIOCK PiN ™ ... et e et e e e e
0624 .......... VBS2012-0624.......... Key (N0t SNOWN) ¥ ...t e e seee et e e e snee e s e e e eneeeenes
0700.......... VBS2012-0700.......... Speed Change LEVET * ... ..t reies ceeee it e e e e e s srareeeaeeeeaaes
0740.......... VBS2012-0740.......... Shaft HOUSING ¥ ...t ctee et e e ste et e e e e e sneeesneeeas
0790.......... VBS2012-0790.......... Speed HOUSING RING ¥ ..ot cries cee e e s e e e e e s siarraeeeeeeeenes
9220.......... VBS2012-9220.......... Speed LeVver KNOD *........cooi i cries cee e e s e e e e e e e e e e e e eaes

25



G6205 ....... BB-6205.........ccccee.. Ball BEANNG *....ooovvviiiiie it o

G6206 ....... BB-6206........ccuevnee. Ball BEAING * ....ceeeiee ittt ettt et e eeesteeenseeaaaeeeaneeeaneeeanneeenes
G6304 ....... BB-6304 .......cccecuennnee Ball BEAING * ....ceeeiee ittt ettt ettt et e s eeeseeeenseeaaaeeeaneeeaneeeanneeenes
.................. VBS2012-0550CP..... Gear Box Assembly COMPIELE........ccuviiiiiiiiiiiiiiiies et e
8422 .......... VBS2012-8422.......... Gear BoxWarning Label ...........ooviiiiiiiiii s et e e
Air Pump Assembly
4010 .......... VBS2012-4010.......... AIr PUMP HOUSING * ...ttt eeeieeeseee e e aneeesneeesneee e
4020 .......... VBS2012-4020.......... AN PUMP COVET * ..ttt sttt eeeeteeesteeeseeeeaneeeaneeesneeeanes
4030 .......... VBS2012-4030.......... AIr PUMP Shaft * ..ot et e
G6201 ....... BB-6201......ccccecuennnee. Ball BEAING * ...ttt ettt ettt e eeeseeeenseeaaneeeaneeeaneeeanneeenes
4040 .......... VBS2012-4040.......... Al PUMP PUIBY * ..ttt et e
4050 .......... VBS2012-4050.......... AN PUMP LEAVES ™ ...ttt eeetee e st e e seeeesneeesneeesneeeanes
4060 .......... VBS2012-4160.......... AIr PUMP HOUSING * ...ttt eeeeiee et e e e eenneeesneee e
4140 .......... VBS2012-4140.......... AT OULIBE ¥ Lt eeete e et e e e e e aneeeaneeeaneeeanes
4150 .......... VBS2012-4150.......... N G 1= A SRR
4170 .......... VBS2012-4170.......... N G N\ o474 SRR
4180.......... VBS2012-4180.......... F N g N[04 L3 1 1] o USSR
BM38......... VB-M39.....coeviieenen. RV 2= PSSR
e VBS16-401CP........... Air Pump Assembly COMPIELE .......covveiiiiiiiiiiiee et e
Main Body
5000.......... VBS2012-5000.......... Y =Yg T =TT | SRR
5100.......... VBS2012-5100.......... ST B oo gl I o =] PP
9310.......... VBS2012-9310.......... [ L0 To USRS
9500.......... VBS2012-9500.......... SPHNG PIALE ...t et
9590.......... VBS2012-9590.......... HANGIE ...ttt eeeente e e e e eesneeeaneeeenneeenes
5101.......... VBS2012-5101.......... Rear DOOr — SMAIE ......ccooiiiiii et et
5120.......... VBS2012-5120.......... LOWET DOOI — FIONT.....ciiiiiiiiiiiie ettt e s ot e e s e e e e s e
5140.......... VBS2012-5140.......... L0 o] o1 oo gt (0] o PP
9300.......... VBS2012-9300.......... (0] o] 01T Do To T = 10 o = PSSR
9999.......... VBS2012-9999.......... [ = T | USSR
.................. STRIPE-1-3/4............ JET Stripe (not shown) .........cccccceeevvniiiiinneeeiiiiinenn. 1-3/47 L peT L
Variable Speed Assembly
7000.......... VBS2012-7000.......... Motor SPring HOUSING *.......vviiiieiiiiiiiiic e es ceiriee e e e e e ee e e e e e nenes
7010.......... VBS2012-7010.......... ST o] 10 To SRR
7020.......... VBS2012-7020.......... Variable Speed Disk — Upper OULSIdE *.........cceeevvees viviiiiiieeee e
7030.......... VBS2012-7030.......... Variable Speed Disk — Upper INSide * ........ccccovviees v
7040.......... VBS2012-7040.......... Variable Speed HousINg TUDE * ........ooviiiiiiiiiees e
G6007 ....... BB-6007 ......ccceevernnee Ball BEAING * ...ttt ettt ettt e et e s eeeseeeenseeaaaeeeaneeeaneeeanneeenes
7050.......... VBS2012-7050.......... Variable Speed Disk Shaft * ... e
G6205 ....... BB-6205.......cccccuennee. Ball BEAING * ...ttt ettt ettt e et e s eeeseeeenseeaaaeeeaneeeaneeeanneeenes
7060 .......... VBS2012-7060.......... Variable Speed HOUSING *.........oooiiiiiiiiic s et
e VBS2012-7000CP..... Variable Speed Housing Assembly Complete......... cccccvveeeeeiiiicciiieniee e
7070.......... VBS2012-7070.......... PUIBY .. 9 e
7080.......... VBS2012-7080.......... LTV T2 T =T SRR
7090.......... VBS2012-7090.......... WOrmM Gear HOUSING ........uviiiiieeei ittt e e s ceiteer e e s ceniireeeeaeesssnneeeeaeseesnnnnnees
7100.......... VBS2012-7100.......... LT LY 1T | SO SURRURRSR
7120.......... VBS2012-7120.......... Y 4 4 SRR
7170 .......... VBS2012-7170.......... Detector DiSK HOUSING ......uvviiiiieiiiciiiiiece et es cviiiiie e e e e e e s ssiaraee e e e e e
7180.......... VBS2012-7180.......... (D] (ol (o] g 1) SRR
7190 .......... VBS2012-7190.......... SCIEW INUL ...ttt te e enee oteeasteeeneeeateeanneeeanneeaneeens
8372.......... VBS2012-8372.......... Variable Speed Instruction Label............ccoociiiiiiies e
Variable Speed Shaft Assembly
7200.......... VBS2012-7200.......... SPIING HOUSING ™ ...ttt ries ceeeesannrreeeeeeesssnanaeeaeeeennes
7210.......... VBS2012-7210.......... ST o] 10 To SO
7220 .......... VBS2012-7220.......... Variable Speed Disk — Lower OULSIAE *..........ceveveees voiiiiieiiee e
7230 .......... VBS2012-7230.......... Variable Speed Disk — Lower INSide * .........ccccccvvees v
7250.......... VBS2012-7250.......... Variable Speed Shaft * ... e
G6007 ....... BB-6007 ......ccceevernnee Ball BEAING * ...ttt ettt ettt e eeeseeeeseeeaneeeaneeeaneeeaneeenes
G6204 ....... BB-6204 .......cccceuennnee Ball BEAING * ...ttt ettt ettt e eeeseeeeseeeaneeeaneeeaneeeaneeenes



7260 .......... VBS2012-7260.......... Shaft Housing *........ccocevvieniiiniiciene

e VBS2012-7200CP..... Variable Speed Housing Assembly Complete......... ccccovveeeeeiiiiciiieniee e
7290 .......... VBS2012-7290.......... WHREEI SEAL ...ttt e
7300.......... VBS2012-7300.......... PUIBY ...t et e e aaee e e e ae e e e e aaeeeeeanaeeeans
7310.......... VBS2012-7310.......... Speed Readout DELECLON ..........uuiiiieiiiciiiiiiee e e ccies cveee s et e e e e e snrrereeaeeenaes
7320.......... VBS2012-7320.......... (D] 0= Tox 1o ] gl (010 ][V USSP
7330.......... VBS1220M-661......... Digital TAChOMELET ... e
9030.......... VBS2012-9030.......... HaNAWRNEEL ...t e e
BV875....... VBS2012-BV875....... COQ BEIL ... e e e aaeeas
BA41 ......... VB-Adl.....ccoovvienenen. VBl Add i,

Work Lamp Assembly

6810.......... VBS2012-6810.......... Light Shield *...........ccooooiiiie,
6820.......... VBS2012-6820.......... Shield Joint * ...
6830.......... VBS2012-6830.......... Brass NUL *.......cooiiiiiiiiieee e
6840.......... VBS2012-6840.......... Lamp Arm * .
6850.......... VBS2012-6850.......... Arm JOINE * ..o
6860 .......... VBS2012-6860.......... Arm Tube *....ooii e
6870.......... VBS2012-6870.......... Tube Holder *.........ocooiiiiiieees
6880.......... VBS2012-6880.......... Arm NUE* L
6890.......... VBS2012-6890.......... Tube LoCKer * .....ooiiiiieiiiiie e
6900........... VBS2012-6900.......... Arm Housing Adjuster * .............coecvvveeen.
6910.......... VBS2012-6910.......... Housing Adjust Screw * ..........cccocoeeeennnee
6920.......... VBS2012-6920.......... Lamp Arm Housing *.......ccccceeeeeeeicciiineenn,
6930.......... VBS2012-6930.......... Upper Arm Holder (RE:VBS2012-6920) *
6940.......... VBS2012-6940.......... Lower Arm Holder (RE:VBS2012-6920) *
6950.......... VBS2012-6950.......... Lamp Socket * .......ooooiiiiieiiiiieee e,
9040.......... VBS2012-9040.......... Brass Handwheel * .............ccccooiiiinnnn.
e VBS2012-6950CP..... Work Lamp Assembly Complete .............
Welder/Grinder Assembly
6010.......... JWG34-601............... Limit SWItCh * ...,
6011 .......... PR-EV-6011.............. INSUIALOr *....oeiiiiiiiii e
6020.......... PR-EV-6020.............. Guide BIOCK *.....coiiieiiiiiiieiiee e
6021 .......... PR-EV-6021.............. Spring Bracket *........ccccccoeviiiiiiieniies
6030.......... PR-EV-6030.............. Guide Casting *.......ccceeiveeeriiieee e
6040.......... PR-EV-6040.............. HOUSING * ..
6050.......... PR-EV-6050.............. Stationary Jaw *........ccceeeeiiiiiiieeeee e
6051 .......... PR-EV-6051.............. INSUIALOr *....oeeiiiiiiie e
6052 .......... PR-EV-6052.............. Insulating Tube *.........cccooeveeiiiiciieeeee,
6053 .......... PR-EV-6053.............. Insulating Washer *..........cccccccooecvviieneenn.
6054 .......... PR-EV-6054.............. SPACET * ..t
6060 .......... PR-EV-6060.............. Eccentric Shaft *..........cccoooviiiiiien,
6070.......... PR-EV-6070.............. Clamp Lever —Right *..........cccoovevieiniinnns
6071 .......... PR-EV-6071.............. Clamp Lever —Left *......oooiiiiieieeeiins
9290.......... PR-EV-9290.............. KNoD * ..o
6100.......... PR-EV-6100.............. Clamp Support — Right *.........ccccceeeeiinns
6101 .......... PR-EV-6101.............. Clamp Support — Left* ...
6110.......... PR-EV-6110.............. Clamp Plate — Right * ..........cccceiiiiennnn.
6111 .......... PR-EV-6111.............. Clamp Plate — Left *.....ccooeiiiiiii
6120.......... PR-EV-6120.............. CamM * i
6130.......... PR-EV-6130.............. MOVING JAW * ..o
6150.......... JWG34-615............... Weld BULEON *......coooiiiiiiiicie e
6160.......... PR-HV-6160.............. Micro SWItch * ........cooiiiii e,
6161 .......... PR-EV-6161.............. Switch Bracket *..........ccooceiiiiiiiiiiiene
6170.......... PR-EV-6170.............. Pressure Adjust Knob *.............cccoceeee.
6180.......... PR-EV-6180.............. Shaft * .
6200.......... PR-EV-6200.............. CamM *
6210.......... PR-EV-6210.............. Weld Tension Arm *.........ccceiniiiiiiienenns
6211 .......... PR-EV-6211.............. BUShING * ..o
6220 .......... PR-EV-6220.............. Spring — Short * ...
6230.......... PR-EV-6230.............. Spring —Long *....cccoveeveeee e
6240 .......... VBS1220M-624......... Transformer * ...
6241 .......... PR-HV-6241.............. Mounting Bracket * .........ccccccceeviciiiinnnenn,



6250.......... PR-EV-6250.............. SWItCh * ..o
6260 .......... PR-EV-6260.............. Grinder Motor * ........ccccoeeeennen.
6270.......... PR-EV-6270.............. SPACET * ..o
6280.......... PR-EV-6280.............. Grinding Wheel *.........c...ccooee
6281.......... TS-0680021 .............. Washer *.......coooiviiiiieiee
6282.......... TS-1540041 .............. NUE ¥ e
6290.......... VBS1220M-629......... Grinder Guard * ..........cccoeeeeee
6291 .......... PR-EV-6291.............. Grinder Cover *........cccoeeveeennne.
6330.......... PR-HV-6330.............. Name Plate *.........cccocoeeveennnen.
6340.......... PR-EV-6340.............. Instruction Label *.....................
6350.......... PR-EV-6420.............. Grinder Label *...........cccoceeene
6420.......... PR-HV-6420.............. Anneal Switch *.............cceeeee.
e VBS2012-WCP ......... Welder Assembly Complete .....

Shear Assembly
1910.......... PR-EV-1910.............. Spindle Bushing * ............coocu..
1920.......... PR-EV-1920.............. Spindle Lift *......ccccooeeiieiieen
1930.......... PR-EV-1930.............. Blade Shaft *........cccevieveennen.
1940.......... PR-EV-1940.............. Vaned Iron Plate (Blade Stop) *
1950.......... PR-EV-1950.............. Lower Blade * .......ccccccceevueennen.
1960.......... PR-EV-1960.............. Upper Blade * ............ccooevvvneeen.
1970.......... PR-EV-1970.............. Joint Plate — Left *.........cccceee.
1980.......... PR-EV-1980.............. Joint Plate — Right * .................
1990.......... PR-EV-1990.............. Handle Bar * ........ccccocoeeevieenen.
9210.......... PR-EV-9210.............. KNob * ..o,
e VBS2012-SCP .......... Shear Assembly Complete........
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19.0 Electrical Connections
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PB1 - Saw Stop Switch Jumper Wire Settings
PB2 - Saw Start Switch
PB3 - Weld Switch 220V 440V
PB4 - Anneal Switch 1-U 4-U
PB7 - Emergency Stop 2-V 5-V
PB8 - Main Power Key 3-W 6-W
LS1 - Auto Weld Stop Switch 4-5-6 11-12
LS2 - Safety Switch 10 - 11 13-14
LS3 - Safety Switch 14-15 17-18
SW1 - Grinder On-Off Switch 16 - 17

SW2 - Work Lamp On-Off Switch
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