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1.0 IMPORTANT SAFETY

INSTRUCTIONS

Read and understand the entire instruction
manual before operating machine.

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.

WARNING — To reduce risk of injury:

1.

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 warning labels
obscured or removed.

if they become

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

Always wear ANSI Z87.1 approved safety
glasses or face shield while using this band
saw. (Everyday eyeglasses only have impact
resistant lenses; they are not safety glasses.)

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

Wear hearing protection (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 Cirystalline 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
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equipment, such as face or dust masks 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.

Reduce the risk of unintentional starting. Make
sure switch is in off position before plugging in.

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 work area clean. Keep floor around the
machine free of scrap material, oil and grease.
Cluttered areas and benches invite accidents.

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
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Maintain tools with care. Keep saw blades
sharp and clean for the best and safest
performance. Follow instructions for lubricating
and changing accessories.

Turn off the machine before cleaning. Use a
brush to remove chips or debris — do not use
your hands.

Do not stand on the machine. Serious injury
could occur if the machine tips over, or if the
cutting tool is unintentionally contacted.

Never leave the machine running unattended.
Turn the power off and do not leave the
machine until it comes to a complete stop.

Remove loose items and unnecessary
workpieces from the area before starting the
machine.

Make sure workpiece is securely clamped in
vise. Never use your hand to hold the
workpiece.

Never reach around or over a moving saw
blade.

Do not remove jammed cutoff pieces until blade
has stopped.
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Feed work into a blade or cutter only against the
direction of rotation of the blade or cutter.

Maintain proper adjustment of blade tension,
blade guides and thrust bearings.

Minimize blade exposure by adjusting blade
guides to just clear workpiece.

Check coolant level daily. Replace dirty or weak
coolant.

Don't use in dangerous environment. Don't use
power tools in damp or wet location, or expose
them to rain. Keep work area well lighted.

Use proper extension cord. Make sure your
extension cord is in good condition. When using
an extension cord, be sure to use one heavy
enough to carry the current your product will
draw. An undersized cord will cause a drop in
line voltage resulting in loss of power and
overheating. Table 1 (sect. 6.3) shows correct
size to use depending on cord length and
nameplate ampere rating. If in doubt, use the
next heavier gage. The smaller the gage
number, the heavier the cord.

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

ACAUTION

machine damage.

AWARNING

injury.

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, or possibly even fatal,

SAVE THESE INSTRUCTIONS

2.0 On-off switch padlock

To avoid accidental starting by young children or others not qualified to use the tool, the use of a padlock (not
provided) is required.

To lock out the on-off switch (Figure 2-1):

1.

2
3.
4

Open padlock.
Insert through hole in switch guard.
Close padlock.

Store key in a safe place out of the reach of
children.

Figure 2-1
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4.0 About this manual

This manual is provided by JET, covering the safe operation and maintenance procedures for a JET Model
HVBS-712 and HVBS-712D 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 consistent, long-term 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 JET. JET can also be reached at our
web site: www.jettools.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

Model NUMDBET ... HVBS-7T12D e HVBS-712
STOCK NUMDET ... ALA560 ... 414559

Motor and electricals:
Main motor:

MOtOr tyPE...v v totally enclosed fan cooled, induction, capacitor start....................
HOISEPOWET ....ccee et /4 HP (0.56 KW).oovvveeiieiiiee e, 3/4 HP (0.56 kW)
PRESE ... L s 1
[V /o)1= Vo [ RPN 115/230V (prewired 115V).....cccocveeeeennnnnnn, 115/230V (prewired 115V)
CYCIE e —————————— BOHZ ..o 60Hz
Listed FLA (full load amps) .....ccccceveeeiiiiiiiiieiee e L2/6 A 12/6 A
Starting @MPS ...cceeee i B6AJLIBA ... 36A/18A
Running amps (no load).........cccccceeeeeiiiiiiienee e, 9.BAJAQA .. 9.8A/4.9A
Start CapaCtor........c.eeviiiiiieiiiee e 300MFD 125VAC......cccoiiiiiiee e 300MFD 125VAC
MOLOr SPEEM ... 1720 RPM..coiieeee, 1720 RPM
Pump motor:
HOISEPOWET ...ttt 1/8HP (90W) ...t 1/8HP (90W)
Phase/VOIAgE ..........ovveiiieiiiie e L —————— 1
[V /0112 Vo [ RPN 120/240V (prewired 120V)......cccccvveeeeeinnnen. 120/240V (prewired 120V)
CYCIE e —————————— BOHZ ..o 60Hz
Listed FLA ...t 0.5/0.2 A 0.5/0.2 A
Pump motor speed..........ccoecvvieeeieee i, 3450 RPM..coiiiiiiiiiiiieeeeeeeeeeeeeeeeeeeeeeeee e 3450 RPM
(02 T = o] (o] SN PRUUURRT TUF 400V .. 1uF 400V
POWET tranSfer..........eiiiiiiii e V=Dl v-belt
ON/Off SWILCH ..vvveiiiecc e tOQOIE v toggle
Power cable ..................... 16AWG x 3C, length 6-1/2 ft. (200cm)......... 16AWG x 3C, length 6-1/2 ft. (200cm)
Power plug installed ..o 120V i 120V
Recommended circuit and fuse/breaker size *....................... I5A 15A

Capacities:

Round at 90 degrees..........cecvvveeeeeeeiiiciineeneeeennn 70N (77.8MM) i 7 in. (177.8mm)
Round at 45 degrees.........cocccvvvvvveeeeieciiiieiiee e 5in. (127mMmM) .eeeeeeeiiiiiiiiiee e 4-1/2 in. (114.3mm)
Rectangle at 90 degrees........ccccceeeevecvvvieieeenennns L(H) X 22(W) . eeeiieeiiieeeee e 1(H) x 12(W) in.
...................................................................... 2(H) X 11-L/4MW) iN. oo 2(H) X 21-1/2(W) i,
............................................................................ AH) X LI(W) N e A(H) X LL(W) 0
...................................................................... 7(H) X 10-L/4(W) in. cooeieeieeeecee e 7(H) X 10-3/8(W) .
Rectangle at 45 degrees........cccccveeevecciivieeeee e, B6(H) X A(W) iN. e 6-1/2(H) x 4-1/2(W) in.
Square at 90 deQreesS.......ceeevviiiviriieeee e G A | 4 SRR RSRR 7 X7in.
Square at 45 degreesS.......uuieiiiiiiiiiiieee e B X5 N 4-1/2 x 4-1/2 in
Gearbox oil capacity........cccccevvvciiiieieee e, 34PNt (0.35L) i 3/4 pint (0.35 L)
Coolant tank Capacity.........ccceeevvvvreeeeeeiiiiieree e 2.50al (OL) i 25gal. (9L)
Bow and blade:
Blade type (provided) ..........cccouviiieeiiiiiiiiiieee e Bi-metal, 5/8T ....cccoeviiiiiieie e Bi-metal, 5/8T
Blade size........ccocuee.. 3/4 x0.032 x93 in.(19 x 0.81 x 2362mm)....3/4 x 0.032 x 93 in.(19 x 0.81 x 2362mm)
Number of blade Speeds..........ccccveei i A e ——————— 4
Blade speeds .........ccceeieviiiieiineiiee e, 86, 132,178, 260 SFPM........ccceeieeeeenen. 86, 132, 178, 260 SFPM
Blade wheel diameter...........cccccvveeeeiecnnnneee, 11-3/4in. (298.5MM)....cvviiiieeeiiiiiiieeeee e, 11-3/4 in. (298.5mm)
(1T L - 1[0 TP 1/20 (M2.5X20T) c.eeiieeeeiie e 1/20 (M2.5x20T)
Bed and vise:
Bed height from floor (without wheels)............. 22.4in. (569MM)...cccviiiiiieeiiiiie e 22.4 in. (569mm)
ViSE SWIVEI ... A5 dEQ. e 45 deg.
Vise detents .......eeveeeiiiiiiiiiece e 0, 15, 30, 45 Q. .uvveiiieeiiiiiiiiie et n/a

1 Subject to local/national electrical codes.



Main materials:

Bed.....oo i cast iron, ground surface............cocccvvveeeeennn. cast iron, ground surface
BOW ..ttt (o= 1S ] (] o RSP R cast iron
SEANG ... SEEI.. i steel
Blade drive system................ccccevennnen. steel, heat-treated worm driving a bronze worm gear in oil bath........
Side blade guUIdesS.........c.ov v ball bearings mounted on eccentric shafts..............
Rear blade guides........c.ccooviiiiiiiieie e ball bearings.......cccccceevciiiiveee e ball bearings
Band Wheels.........cccvviveiie e ball bearings.......cccccoecvvivevee e ball bearings
Dimensions:
Table plate dimensions ...................... 12 x 12 in. (305 X 305MmM).....ccceeevviirrnnnnnnnn. 12 x 12 in. (305 x 305mm)
Overall dimensions, assembled .............cccccoceeee. A8 X 17 X A0 IN. ettt 48 x 17 x 40 in.
.............................................................. (1219 x432 x 1016 mMM)....cceeeeeeeeeieenee. (1219 x 432 x 1016 mm)
Overall dimensions, shipping .................. 51.18 X 19.2 X 44.88iN..ccccvvrriiieeeeeeiiireeean, 51.18 x19.2 x 44.88 in.
.............................................................. (1300 x 488 x 1140 mMm).......ccceeeeveeeneenne... (1300 x 488 x 1140 mm)
Stand Wheels..........oooviiiiiii e 8iN. (203MM) .cevieiiiiiiiiiei e 8 in. (203mm)
Weights:
Net WeIght ......ooiiieiie e 37410S. (L70 KG) eeeeveeaieeeeaiiieeieeeieeenieeenieans 374 Ibs. (170 kg)
Shipping weight.........cccvvveiiiiie e, 418 1bs. (190 KG) ..eeeieevviiieeee ettt e e 418 Ibs. (190 kg)

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



6.0 Setup and assembly

AWARNING| read and

cause serious injury.

6.1 Shipping contents
See Figures 6-1, 6-2.

1 Band saw (not shown)

1 Pulley cover— A

1 Table Plate —B

1 Handle with washer and nut—C

4 Wheels-D

2 Axles-E

2 Supports (1 long, 1 short) — F (712D only)
1 Filter assembly — G

1 Work stop assembly — H (712D only)
1 Work stop assembly — | (712 only)

1 Hardware package (p/n HYBS712-HP):

1 Lock screw — HP1

2 Hexcap bolts 1/4 x 1/2 — HP2

2 Flat washers 1/4 — HP3

2  Wire nuts — HP4

4  Flat head screws 1/4 x 3/8 — HP5
4  Flat washers 5/8 — HP6

4  Cotter pins — HP7

understand all
instructions before attempting assembly. Band
Saw must be disconnected from power during
all assembly procedures. Failure to comply may

Figure 6-1: shipping contents

T ER AL

HP4 HP5

Figure 6-2: hardware package HVBS712-HP

6.2 Tools required for assembly

Wrenches, 10mm and 19mm
#2 cross point screwdriver
Pliers

6.3 Unpacking and cleanup

1.

Inspect all contents for shipping damage.
Compare contents of shipping carton with
contents list in this manual. Report any damage
or part shortages to your distributor.

Do not discard packing material until saw is
assembled and running properly.

Remove rust protectant from exposed surfaces,
such as bed, vise assembly, etc., with a clean
rag and a cleaner/degreaser. Apply a light coat
of oil on these surfaces to inhibit rust.

6.4 Assembly

Note: Most figures in this manual show 712D Deluxe
model. Procedures for 712 basic model will be
identical, except where noted.

1.

Remove braces holding saw stand to pallet, and
carefully raise saw from pallet, using properly
rated lifting equipment (hoist or forklift) with
straps placed beneath cast iron portion of saw.

Slide axles through holes in stand, and install
four wheels with flat washers and cotter pins
(Figure 6-3). Bend ends of cotter pins to secure
wheel, then carefully lower saw to floor.

rd

ﬂ HP7

Figure 6-3: installing wheels

Remove shipping bracket (Figure 6-4). Then
reinstall bottom hex nut beneath plate. Retain
shipping bracket in case machine must be
transported in future.



Figure 6-4: shipping bracket removal

Install handle with flat washers and nut (C,
Figure 6-5), using 19mm wrench. To install,
raise bow to vertical position and open guard.
CAUTION: Spring-tensioned stop bracket (see
Figure 7-1) must be rotated out of the way
before raising bow.

Figure 6-5: installing handle

712D only: Install work stop rod (Hs, Figure 6-
6) into hole and tighten knurled nut (H). Install
work stop onto rod threads by rotating collar
(Hs). Secure position of work stop by tightening
set screw (H4) onto rod flat.

Figure 6-6: install

712 only: Install work stop rod into hole and
tighten knurled nut (H.). Slide stop block onto
rod and secure with thumb screw. See Figure
6-7.

ing work stop (712D only)

Figure 6-7: installing work stop (712 only)

Slide pulley cover (A, Figure 6-8) over spindles
and secure with screws and washers
(HP2/HP3), using 10mm wrench.

Install lock screw (HP1) to secure pulley cover.

HP2/HP3

Figure 6-8: installing pulley cover

The table plate (B, Figure 6-9) may be used as
cutting table in vertical mode (models 712 and
712D), or may be used as infeed table in
horizontal mode (712D only). To use as infeed
table for model 712D, place supports (F) on
channel of saw bed as shown, and install plate
with flat head screws (HP5).

To use plate as cutting table in vertical mode,
refer to sect. 7.2.

4 o

~—~

A D o

9.

Figure 6-9: installing infeed table (712D only)

Place filter assembly (G, Figure 6-10) over drain
hole.



Figure 6-10: coolant tank

6.5 Coolant tank preparation

Use of a water-soluble coolant will increase cutting
efficiency and prolong blade life. Do not use black
cutting oil as a substitute. Change cutting oil often
and follow manufacturer’s instructions as to its uses
and precautions.

1. Disconnect machine from power source.

2. Pour coolant into hole through strainer cup. Fill
tank to approximately 80% of capacity.

3. Make sure coolant hose is properly connected
at each end, and return hose is connected to
drain hole and positioned in strainer cup, as
shown in Figure 6-10.

7.0 Electrical connections

The HVBS-712 and HVBS-712D Band Saw is rated
at 115/230V power, and is pre-wired for 115 volt.
The band saw comes with a plug designed for use
on a circuit with a grounded outlet that looks like the
one pictured in A, Figure 7-1.

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

It is recommended that the band saw be connected
to a dedicated 15 amp circuit with circuit breaker or
fuse. If connected to a circuit protected by fuses, use
time delay fuse marked “D”. Local codes take
precedence over recommendations.

7.1 GROUNDING INSTRUCTIONS

This machine must be grounded. In the event of a
malfunction or breakdown, grounding provides a
path of least resistance for electric current to reduce
the risk of electric shock. This tool is equipped with
an electric cord having an equipment-grounding
conductor and a grounding plug. The plug must be
plugged into a matching outlet that is properly
installed and grounded in accordance with all local
codes and ordinances.

Do not modify the plug provided - if it will not fit the
outlet, have the proper outlet installed by a qualified
electrician.

10

Improper connection of the equipment-grounding
conductor can result in a risk of electric shock. The
conductor with insulation having an outer surface
that is green with or without yellow stripes is the
equipment-grounding conductor. If repair or
replacement of the electric cord or plug is
necessary, do not connect the equipment-grounding
conductor to a live terminal.

AWARNING| cpeck with a qualified

electrician or service personnel if the grounding
instructions are not completely understood, or if
in doubt as to whether the tool is properly
grounded. Failure to comply may cause serious
or fatal injury.

Use only 3-wire extension cords that have 3-prong
grounding plugs and 3-pole receptacles that accept
the tool's plug.

Repair or worn  cord

immediately.

replace damaged or

When operated at 115-volt, this tool is intended for
use on a circuit that has an outlet that looks like the
one illustrated in A, Figure 7-1. An adapter, shown
in B and C, may be used to connect this plug to a
2-pole receptacle as shown in B if a properly
grounded outlet is not available. The temporary
adapter should be used only until a properly
grounded outlet can be installed by a qualified
electrician. The green-colored rigid ear, lug, and the
like, extending from the adapter must be connected
to a permanent ground such as a properly grounded
outlet box. Note: In Canada, the use of a temporary
adaptor is not permitted by the Canadian Electrical
Code, C22.1.

THREE-PRONG PLUG

GROUNDING
EAR SECURED
WITH SCREW

o e ®

150-230 VOLTS

® [

Figure 7-1: grounding

When operated at 230-volt, this tool is intended for
use on a circuit that has an outlet that looks like the
one illustrated in D, Figure 7-1. The tool has a
grounding plug that looks like the plug illustrated in
D. Make sure the tool is connected to an outlet
having the same configuration as the plug. No
adapter is available or should be used with this tool.
If the tool must be reconnected for use on a different
type of electric circuit, the reconnection should be
made by qualified service personnel; and after



reconnection, the tool should comply with all local
codes and ordinances.

7.2 Voltage conversion

Conversion from 115V to 230V must be done by
a qualified electrician.

The Band Saw is prewired for 115 volt. To change
incoming leads for 230 volt operation:

1. Open main motor junction box cover, and
change leads based on wiring diagram inside
cover. This diagram is also shown in Figure 7-
2. (NOTE: In case of discrepancy, diagram
inside junction box cover takes precedence.).
Reinstall cover.

2. Remove pump motor junction box cover, and
change incoming leads for coolant pump, based
on diagram shown in Figure 7-3. Reinstall
cover.

3. The plug on end of power cord must be
replaced with a UL/CSA listed plug rated for 230
volt operation.

110V 220V
115V 230V

35 58

Figure 7-2: main motor wiring

115V 230V
1==<" 1"

Pl

O—O

Figure 7-3: coolant pump wiring

7.3 Extension cords

The use of extension cords is discouraged; try to
position machines near the power source. If an
extension cord is necessary, make sure it is in good
condition. When using an extension cord, be sure to
use one heavy enough to carry the current your
product will draw. An undersized cord will cause a
drop in line voltage resulting in loss of power and
overheating.

Table 1 shows correct size to use depending on
cord length and nameplate ampere rating. If in
doubt, use the next heavier gauge. The smaller the
gauge number, the heavier the cord.
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Ampere Total length of

Rating Volts cord in feet
More Not 120 25 | 50 100 150
Than More | 240 50 | 100 | 200 300
Than AWG
0 6 18 | 16 16 14
6 10 18 | 16 14 12
10 12 16 | 16 14 12
Not
12 16 14 |12 Recommended

Table 1: Extension cord recommendations
8.0 Adjustments

AWARNING Always disconnect band saw
from power source before making adjustments,
unless indicated otherwise.

8.1 Tools required for adjustments

(all may not be needed depending on adjustment)
#2 cross point screwdriver

Wrenches, 10/12/14mm

Hex keys, 3/4/6mm

Square

Straight edge

Clamp

8.2 Vertical bow position
Disconnect band saw from power source.

Rotate stop bracket (A, Figure 8-1) and hold it
out of the way, while lifting bow to upright
position. Pinch point — use caution!

5 2 TR

nN e

Figure 8-1: disengaging stop bracket

Steps 3 through 6 are for Model 712D ONLY. For
Model 712, proceed to step 7.

3. The blade guide brackets can be rotated to
facilitate a more comfortable operating position
while in vertical mode. Remove screw (B,
Figure 8-2) with 6mm hex key and position
bracket in adjacent channel. Re-install screw.

4. Repeat above step for top blade guide bracket.
NOTE: Loosen set screw (C, Figure 8-3) and
slide coolant valve assembly out of slot to
access screw (B). When adjustment is



complete, reinstall coolant valve assembly and
tighten set screw (C).

5. Verify that blade guide bearings are set
correctly in relation to blade (see sect. 8.6).

Figure 8-3: upper blade guide rotation (712D only)

6. Place smaller support (F, Figure 8-4) onto
groove of blade guide, and adjust height of
blade guide until support sits level on bow
frame, as shown (712D only).

Remove deflector plate (D).

8. Install table plate (B) and secure with four
screws (for 712D) or two screws (for 712).

v
|
‘1

Figure 8-4: mstalllng cutting plate

9. Place a square on table plate and against
blade. Make any needed adjustments until table
plate is square with blade.
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8.3 Blade Speed
1. Disconnect band saw from power source.
2. Place bow in horizontal position.

3. Open pulley cover, and loosen hex nuts (K,
Figure 8-5). Turn screw (L) out to relieve
pressure on motor mount plate.

4. Turn screws (M) clockwise to push motor mount
plate, relieving tension on belt.

5. Move belt to desired pulley combination. Refer
to chart inside pulley cover (reproduced in
Figure 8-6).

Figure 8-5: blade speed adjustment

6. Tension belt by backing off screws (M) with
12mm wrench. Slide motor back into position.
Finger pressure on belt between the pulleys
should cause approximately 1/2-inch deflection.
Do not overtighten belt.

7. Tighten hex nuts (K) and turn screw (L) to
tighten motor mount plate.

8. Close pulley cover.

General rule for band saw blade speed: The harder
the material being cut, the slower the blade speed.
Refer to a machinist’'s handbook for recommended
speeds.

260 mmp
178
2

Spindle pulley

Motor pulley
Figure 8-6

8.4 Blade guides

1. Disconnect band saw from power source.

2. Loosen knob (N, Figure 7-7) and slide blade
guide assembly (O) as close as possible
without interference to material being cut.
Tighten knob.



Figure 8-7: blade guide adjustment

8.5 Blade replacement

A general-use variable-tooth blade is provided with
this band saw.

Choice of blade pitch is governed by thickness of
workpiece: the thinner the workpiece, the more
teeth advised. A minimum of 3 teeth should engage
workpiece at all times. If blade teeth are so far apart
that they straddle the work, severe damage to
workpiece and blade can result.

1. Disconnect machine from power source.
2. Raise bow to vertical position.

3. Open rear guard by removing two knobs (see
Figure 8-10).

4. Remove red guard from upper blade guide by
removing two screws.

AWARNING It is essential that red blade

guard be installed after new blade has been
fitted. Failure to comply may cause serious
injury.

5. Release tension on blade by turning tension
handle (P, Figure 8-7) counterclockwise.
Remove blade. (Use gloves when handling
sharp blades).

6. Install new blade between blade guide
assemblies and around each wheel. Make sure
blade teeth are pointing in proper direction. See
Figure 8-8.

7. Increase blade tension just enough to hold
blade on wheels. Make sure back of blade rests
lightly against shoulder of both wheels. Twist
blade slightly to allow it to slip into guides.
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Blade
Direction

Tooth
Direction
N

Figure 8-8
8. Install red blade guard with screws.

9. Tension blade fully (see sect. 8.8 Blade

tension.)

10. Place two to three drops of lightweight oil on
blade.

11. Adjust blade guide bearings (see sect. 8.6
Blade guide bearings).

12. Connect machine to power source.

13. Run saw and make sure blade is tracking
properly (sect 8.9. Blade tracking.)

14. Follow blade break-in procedures (sect. 9.1).

8.6 Blade guide bearings
1. Disconnect machine from power source.

2. Loosen bolt (Q, Figure 8-9) and adjust
assembly so that rear bearing (Ri) is
approximately 0.002 to 0.003 inches from back
of blade. Also, inside bearing (R2) should very
lightly contact blade. Tighten bolt (Q).

3. Inside bearing (R>) is fixed. Outside bearing (R3)
rotates on an eccentric shaft. Rotate nut (S)
with 14mm wrench to adjust eccentric bearing
to a clearance of 0.001 inches from blade.

4. Repeat above steps for opposite blade guide
assembly.

Figure 8-9: blade guide setting



8.7 Chip brush

The wire chip brush must be properly adjusted and
maintained in working condition; otherwise damage
to blade can occur. Adjust brush so that its bristles
overlap blade.

Replace brush if it becomes worn or damaged.

8.8 Blade tension
1. Disconnect machine from power source.

2. Open rear guard by removing 2 knobs (see
Figure 8-10). Observe position of blade on
wheel. If blade is not adjacent to wheel flange,
first adjust blade tracking according to sect. 8.9
Blade tracking.

3. If blade is properly adjacent to wheel flange,
slide blade guide assemblies as far apart as
possible, and tighten in position with knobs (N,
Figure 8-7).

4. Push on blade to test tension. Finger pressure
should cause approximately 0.004" deflection.
Turn blade tension handle (P, Figure 8-7) until
proper tension is achieved. For more precise
measurement use blade tension gauge (not
provided).

5. Return blade guides to operating position.
8.9 Blade tracking
AWARNING Blade tracking adjustment

requires running saw with rear guard open. This
adjustment must be completed by qualified
persons only. Failure to comply may cause
serious injury.

Blade tracking has been set by the manufacturer
and should not need immediate adjustment. If blade
tracking should ever require adjustment:

1. Confirm that blade tension is properly set.
2. Set saw to slowest speed.

3. Raise bow to vertical position.
4

Open blade cover.

ACAUTION While performing the

following steps, keep blade from rubbing
excessively on wheel shoulder. Excessive
rubbing will damage wheel and/or blade.

5. Run saw and observe blade. Blade should run
next to but not tightly against wheel shoulder.

6. If blade is not tracking properly, loosen bolts (T,
Figure 8-10) with 12mm wrench.

7. Turn set screw (T2) with 4mm hex key, while
observing blade tracking on wheel. Turn set
screw clockwise to track closer to wheel
shoulder. Turn set screw counterclockwise to
track away from wheel shoulder. NOTE: This
adjustment is sensitive; start with 1/4-turns on
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set screw and allow blade to respond to
changes.

|AWARNING| Keep fingers clear of blade

and wheel to avoid injury.

8. Test the setting by placing a six-inch length of
paper between blade and wheel. The paper
should not be cut as it passes between wheel
shoulder and blade.

9. Turn set screw (T2) a small amount. Repeat
insertion of paper between the shoulder and the
blade until paper is cut into two pieces.

NOTE: You may have to repeat the check with
the paper several times before blade and
shoulder cut the paper into two pieces. Do not
hurry the adjustment. Patience and accuracy
here will pay off with better, more accurate,
quieter cutting and longer machine and blade
life.

10. When paper is cut, back off set screw slightly.
This assures that blade is not touching wheel
shoulder.

IMPORTANT: If blade is allowed to run against
wheel shoulder, it will wear off the shoulder.

11. Once tracking is set, tighten bolts (T1).

Figure 8-10: blade tracking adjustment

8.10 Test cut to verify adjustment

Test cuts can be used to determine whether or not
you have adjusted the blade accurately. Use 2-inch
round bar stock to perform these test cuts, as
follows:

1. With bar stock securely clamped in vise, make
a cut through the bar stock. (See Figure 8-11.)

2. Mark the top of bar stock.

3. Move the bar stock about 1/4-inch past the
blade so that you can begin a second cut.

4. Rotate the bar stock 180 degrees so mark you
made is now at bottom of cut.

5. Make a cut through the bar stock.



6. Use a micrometer to measure the thickness
variation of the disk you have cut from the bar
stock. Measure at top and bottom of disk.

1. Clamp in vise and mark top

f barstock h
of barsiock here 2. Cut off a slice of

the bar stock

3. Rotate stock in vise
so mark is at bottom

4, Cut offa new
slice from the
stock

ﬁ, Measure
ere... —)Iﬁ(—
‘ ‘

|

: I
Newsllce\P I‘
|

|
6. ..measure |

here —}—k—

Figure 8-11

The saw blade can be considered correctly adjusted
when the variation measure is no more than 0.012
inch across the face of the disk.

7. Differences between

measurements at edges
of disc should be less
than .003 inches per

‘ inch per side of stock

diameter

If you do not have a piece of 2-inch bar stock
available for a test cut, use a larger diameter test
piece rather than a smaller one. The maximum
thickness variation on any test piece should be no
more than 0.003 inch, per side, per inch of stock
diameter.

8.11 Setting feed rate

Feed rate of blade into workpiece is important to
band saw performance. Excessive pressure of
blade against workpiece may cause stalling or blade
breakage. In contrast, insufficient pressure rapidly
dulls the blade.

The hydraulic cylinder resists bow movement in
downward direction. It offers no resistance when
bow is raised.

To increase feed rate, turn dial (U;, Figure 8-12)
counterclockwise. To decrease, turn clockwise.

To close hydraulic flow, turn lever (Uz) down,
perpendicular to cylinder. To open hydraulic flow,
turn lever (U;) parallel to cylinder, as shown.

Feed rate is adjusted by operator until saw is
operating efficiently, usually determined by
observing chip formation. See section 9.3,
Evaluating cutting efficiency.
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Figure 8-12: feed rate adjustment

8.12 Counterbalance spring

The counterbalance spring helps control amount of
weight, or feed pressure, the bow puts on workpiece
when hydraulic control valve is fully open. The
hydraulic cylinder will not compensate for improper
counterbalance. If spring is improperly set, one can
expect poor performance, crooked cuts, tooth
stripping, stalling, and/or blade running off wheels.

Spring tension has been set by the manufacturer,
and should not require adjustment. If future
problems arise, indicating improper counterbalance,
adjust spring as follows:

1. Disconnect machine from power source.

2. Open hydraulic cylinder valve and place bow in
horizontal position. Turn hydraulic cylinder dial
counterclockwise until it stops.

3. Place a weigh scale (such as spring or hanging
scale) beneath blade tension handle, and lift
saw bow. Scale should indicate approximately
5 to 6 kg (11-13 Ib).

4. If adjustment is needed, loosen one nut and
tighten the other (Figure 8-13) on eye bolt, until
scale indicates 5 to 6 kg (11-13 Ib).

A good indication of proper feed pressure is the
color and shape of the cutting chips. If the chips are
thin or powdered, increase feed pressure. If the
chips are burned and heavy, decrease feed

pressure. If they are still burned and heavy, reduce
blade speed. Optimum feed pressure has been set
when the chips are curled, silvery, and warm.

Figure 8-13: feed pressure adjustment



8.13 Blade-to-table squareness

The blade must be perpendicular to table to ensure
a straight cut. This setting should be confirmed by
the user. Special blade setting gauges can be
purchased for this type of inspection; however, it can
also be done using more common shop items, as
follows.

1. “Extend” the blade surface by clamping a
straight, flat object to blade. (Figure 8-14 uses
small, lightweight aluminum ruler.) Use
lightweight clamp.

2. Place square on table and against ruler. The
square should lie flat against ruler without a

gap.

3. If there is a gap, loosen bolt (Q, Figure 8-9) on
each blade guide assembly and rotate blade
guide assembly until gap is eliminated between
square and ruler.

Retighten bolts (Q, Figure 8-9).

After making this adjustment, be sure to
reinspect other blade adjustments as noted in
this manual.

Figure 8-14: table/blade squareness

8.14 Auto shut-off adjustment

The saw is properly adjusted when blade shuts off
just after cut completion. To set this:

e |If saw completes cut but blade continues
moving, adjust trip tab (V, Figure 8-15)
downward.

e If blade stops before cut is complete, adjust trip
tab (V) upward.

e If blade stops descending and continues
running without completing the cut, turn stop
bolt (W) down.
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Figure 8-15: shut-off adjustment

8.15 Vise positioning (712D only)

Use handwheel (A, Figure 8-16) to move floating jaw
to open and close vise.

To move complete right jaw assembly, loosen
handle (B).

Vise can be adjusted for square and miter cuts.
Loosen handle (C), pull out stop pin (D), and rotate
fence to desired angle on scale. For standard angles
(0/15/30/45 deg.), allow stop to reengage at detent,
otherwise rotate stop to keep it disengaged.

NOTE: Scale is for reference only; check angles
with protractor if greater precision is needed. (Model
712 scale is located at rear of bed.)

Slightly loosen handle (D) on floating jaw to allow it
to conform to tapered or irregularly-shaped pieces.
Then tighten handle before operating.

TIP: Always verify 90-degree vise position by using
a square against blade and vise.

The vise handles are adjustable. Pull up on handle
and rotate it on pin, then allow it to drop back onto
pin. Make sure vise handles are positioned to
prevent contact with descending bow.




8.16 Vise positioning (712 only)
To set vise for 90 to 45 degree cutting:

1. Remove bolt and nut assemblies (F, Figure 8-
17).

2. Position vise and reinstall as shown in Figure 8-
17. Pay patrticular attention to bolt hole location.

3. Set vise to desired angle, reinstall nuts and
bolts, and tighten nut and bolt assemblies.

4. Adjust floating vise parallel to fixed vise by
loosening bolt (G, Figure 8-18), adjusting to
parallel, and tightening bolt.

1

P~

Figure 8-18: vise positioning (712 only)

To set vise for maximum width of stock cutting:
1. Remove nut and bolt assemblies.

2. Position vise and reinstall bolt assemblies as
shown in Figure 8-17.

9.0 Operation

9.1 Blade break-in

New blades are very sharp and, therefore, have a
tooth geometry which 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. However, the
following procedure will be adequate for break-in of
JET-supplied blades on lower alloy ferrous
materials.
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3. Clamp a round section workpiece in the vise.
The workpiece should be 2 inches or larger in
diameter.

4. Set the saw on low speed. Start the cut with a
very light feed rate.

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

6. Keep the same hydraulic cylinder setting and
begin a second cut on the same or similar
workpiece.

7. When blade has completed about 1/3 of cut,
increase feed rate. Watch chip formation until
cutting is at its most efficient rate and allow saw
to complete the cut (see sect. 9.3, Evaluating
cutting efficiency).

8. The blade is now ready for regular service.

9.2 General operating procedure

IMPORTANT: When cutting magnesium, never use
soluble oils or emulsions (oil-water mix) as water will
greatly intensify any accidental magnesium chip fire.
See your industrial coolant supplier for specific
coolant recommendations when cutting
magnesium.

1. Give machine an overall inspection. Verify that
all guards, covers, etc. are in place and in
working order, the blade is tensioned properly
and tooth direction matches arrow on bow.
Check that blade guides and wire brush are set
correctly.

2. Raise bow until it will clear workpiece by a few
inches, and secure in position by closing
cylinder valve.

ACAUTION Always secure bow in

raised position before loading material.
Never start a cut with blade contacting
workpiece.

3. Position workpiece in vise and tighten vise.
Workpiece should be fitted directly between the
jaws without adding other objects. When work
piece is profiled section, flat piece or special
shape, refer to examples in Figure 9-1 for
proper clamping positions. The top row shows
acceptable clamping positions, the bottom row
show unacceptable positions.

If the thickness of profile section is very thin, a
piece which duplicates the profile should be
fitted inside the workpiece itself, to prevent
workpiece being crushed between the jaws.

AWARNING Do not load/unload material

from vise while machine is running. Never hold
workpiece by hand when cutting; workpiece
must be firmly secured in vise. Do not reach into
cutting area during cutting operations.
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Figure 9-1: clamping positions
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4. Adjust left blade guide to minimize exposed
blade area.

5. Set suitable feed rate on cylinder dial.

Open coolant valve, and open valve on
hydraulic cylinder to allow bow to descend in
gradual and controlled manner.

7. Switch trip tab must turn off saw at completion
of cut.

9.3 Evaluating cutting efficiency

Is the blade cutting efficiently? The best way to
determine this is to observe the chips formed by the
cutting blade.

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

If chips formed are curled, but colored — that is,
either blue or straw-colored from heat generated
during the cut — then the feed rate is too high.

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

10.0 User-maintenance

AWARNING Always disconnect power to
machine before performing maintenance.
Failure to do this may result in serious personal
injury.

Keep all surfaces clean and free of rust, slag, chips,
and coolant build-up.

Clear metal particles with a small paint brush or
parts cleaning brush. Do not use compressed air, as
it may force chips into the guide bearings and other
critical areas of the saw.

Clean drain filter assembly.

Make frequent inspections of motor fan, and blow
out (with low pressure air hose) or vacuum any
accumulation of foreign material to maintain normal
motor ventilation.

Wipe saw down with a clean, dry cloth, and oil all
unpainted surfaces with light machine oil.

Keep blade guides clean and free of metal particles.
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Check guide bearings frequently to make sure that
they are properly adjusted and turning freely.

Periodically inspect belt for wear or fraying. Replace
if needed.

To prevent corrosion of machined surfaces when a
soluble oil is used as coolant, pay particular
attention to wiping dry the surfaces where fluid
accumulates and does not evaporate quickly, such
as between machine bed and vise.

Place a thin coat of oil on bed surface on which vise
jaw slides.

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

10.1 Lubrication

All ball bearings are permanently lubricated and
sealed. They require no further lubrication.

Lubricate the vise lead screw as needed with #2
tube grease.

Drain and refill gear box oil after first 90 days of
operation. Thereafter, change every six months.
Use 90W oil.

To change gear box oil:
1. Disconnect machine from power source.
2. Place bow in horizontal position.

3. Remove four screws from gear box and remove
cover plate and gasket. If more space is needed
to access gearbox, remove belt and adjust
motor away.

4. Hold a container under lower right corner of
gear box with one hand while slowly raising bow
with the other. Drain completely.

5. Return bow to horizontal position. Wipe out
remaining oil with a rag.

6. Replace gasket and cover. Fasten cover with
SCrews.

7. Remove vent plug (Figure 10-1) with 8mm
wrench, and fill gear box with approximately 1/2
pint of 90W oil, through the hole. Reinstall vent

plug.

Figure 10-1: gearbox



10.2 Coolant level

Maintain coolant level. Low coolant level can cause
foaming and high blade temperatures. Replace dirty

10.3 Additional servicing

coolant; dirty or weak coolant can clog the pump,
cause crooked cuts, a low cutting rate and/or
permanent blade damage. To fill tank, pour coolant
into hole through strainer cup to about 80% of full
capacity. Full capacity is 9 liters (2.5 gal). Follow
coolant manufacturer’s instructions for proper use

and disposal.

Any additional servicing on the band saw should be
performed by an authorized service representative.

11.0 Troubleshooting HVBS-712/712D Band Saw

11.1 Mechanical and electrical problems

Symptom

Possible Cause

Correction *

Motor will not start.

No incoming power.

Check plug connection. If satisfactory,
check breaker or fuse.

Low voltage.

Check power line for proper voltage.

Open circuit in motor or loose
connection.

Inspect all lead connections on motor for
loose or open connections.

Motor will not start, or
motor stalls, resulting
in blown fuse or tripped
breaker.

Too many tools running on one
circuit.

Reduce number of tools connected to
circuit.

Short circuit in line cord or plug.

Inspect cord or plug for damaged insulation
and shorted wires.

Short circuit in motor or loose
connections.

Inspect all connections on motor for loose
or shorted terminals or worn insulation.

Incorrect fuses or circuit breakers in
power line.

Install correct fuses or circuit breakers.

Motor overheats.

Motor overloaded.

Reduce load on motor: increase speed or
decrease feed pressure.

Air circulation through motor is
restricted.

Clean motor fan with compressed air to
restore normal air circulation.

Machine slows when
operating.

Excessive feed pressure.

Adjust spring tension to reduce feed
pressure, or increase speed using belt
adjustment.

Belt loose.

Tighten belt.

Loud, repetitive noise
coming from machine.

Pulley setscrews are missing or
loose.

Inspect setscrews. Replace or tighten if
necessary.

Motor fan is hitting the cover.

Tighten fan or shim cover.

V-belt is defective.

Replace V-belt.

Excessive vibrations.

Base on uneven surface.

Move to level surface.

Saw blade has cracks.

Replace blade immediately.

Too heav