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1.0 IMPORTANT SAFETY

INSTRUCTIONS

WARNING - To reduce risk of injury:

1.

10.
11.

12.

13.

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 ftraining and knowledge have been
obtained.

Do not use this machine 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 ear protectors (plugs or muffs) if noise
exceeds safe levels.

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

14.

15.

16.

17.

18.

19.

20.

21.

22.

23.

24,

25.

26.

27.

28.

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

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

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

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.

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 work
pieces from the area before starting the
machine.



29.

30.

31.

32.

33.

34.

35.

Never hand hold the material. Always use the
vise and clamp it securely.

Be sure that blade is not in contact with
workpiece when motor is started. Allow motor to
come up to speed before bringing blade into
contact with workpiece.

Avoid contact with coolant, especially guarding
your eyes.

Never reach around or over saw blade during
operation. Keep hands and fingers away from
blade area.

Do not remove jammed pieces until blade has
stopped.

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 2 (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.

&\ WARNING: This product can expose you to
chemicals including titanium dioxide which is
known to the State of California to cause cancer,
and lead which is known to the State of
California to cause cancer and birth defects or
other reproductive harm.

/A WARNING: Some dust, fumes and gases
created by power sanding, sawing, grinding,
drilling, welding and other construction activities
contain chemicals known to the State of
California to cause cancer and birth defects or
other reproductive harm. Some examples of
these chemicals are:

¢ 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 dust masks that are
specifically designed to filter out microscopic
particles.

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

ACAUTION

machine damage.

AWARNING

injury.

1.1 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.

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,

Figure 1-1
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3.0 About this manual

This manual is provided by JET, covering the safe operation and maintenance procedures for a JET Model
HVBS-DMW series Portable 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.

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!




4.0 Specifications for HYBS-DMW series Band Saws

Model number

HVBS-8-DMW HVBS-10-DMW HVBS-10-DMWC

Stock number

424460 424463 424465

Motor and Electricals

Coolant pump

Motor type TEFC induction
Horsepower 3/4 HP (0.56 kW) | 1HP(0.75kw) | 1 HP (0.75 kW)
Phase 1
Voltage 115/ 230V (prewired 115V) 3
Cycle 60 Hz
Listed FLA (full load amps) 9/45 | 1417
Motor speed 1720 RPM
Start capacitor 300MFD 125VAC
Running capacitor 20uF 250VAC | 30uF 250VAC
Power cord SJT 14AWGx3C, 6ft.
Power plug installed 115V
Power transfer Step pulleys with v-belt, to gear reducer box
Gear ratio 1:40 1:50
Recommended circuit size ' 15A 20A (115V), 15A (230V)
Sound emission without load ? 70 dB 75 dB
n/a n/a 1/8HP 2P 1PH 0.78/0.4A

115/230V

Round 90 deg. 8in. (200 mm) 10 in. (250 mm)
+/-45 deg. 6 in. (150 mm) 6-1/2 in. (165 mm)
90 deg. 6-1/2 x 8 in. 8 x9in. (200 x 228 mm)
(165 x 200 mm)
Rectandle +45 deg. 7 x5-1/2in. 8 x 5in. (200 x 127 mm)
9 (175 x 137 mm)
Tubing & -45 deg. 6 x 5-1/2 in. 8 x 5-1/2 in. (200 x 140 mm)
Solids (150 x 137 mm)
90 deg. 7x7in. 8 x 8in. (200 x 200 mm)
(175 x 175 mm)
Square +45 deg. 5-1/2 x 5-1/2 in. 5-1/2 x 5-1/2 in. (137 x 137 mm)
q (137 x 137 mm)
-45 deg. 5-1/2 x 5-1/2 in. 5x5in. (127 x 127 mm)
(137 x 137 mm)

Vertical cutting capacity

12 x 8 in.
(305 x 200 mm)

13 x 10 in. (330 x 254 mm)

Blade

Blade type and size

6/10T, 3/4 x 0.035 x 102.9 in.
(19 x 0.9 x 2616 mm)

Bow swivel +/- 45 deg.
Gearbox oil capacity 330 cc (0.07 gal.) 430 cc (0.095 gal.)
Coolant capacity n/a n/a 32L (7 gal)

5/8T, 1 x0.035 x 120 in.
(27 x 0.9 x 3048 mm)

Blade speeds
Main materials

64, 132, 247 SFPM (19.5, 40, 75 mpm)

Bow and stand steel

Blade wheels castiron

Tires rubber

Pulleys cast iron

Table cast iron and aluminum




Blade wheel diameter

HVBS-8-DMW

37-1/8 in. (943 mm)

HVBS-10-DMW HVBS-10-DMWC

41.73 in. (1060 mm)

Distance table from floor

27-1/2 in. (697 mm)

29in. (728 mm)

Overall assembled (LxWxH)

54 x 25 x 42 in.
(1381 x 639 x 1060mm)

63 x 27 x 45 in. 70 x 35 x 45 in.
(1597.9x676x1144mm) | (1784 x 878 x 1144mm)

Net weight

Shipping dimensions (LxWxH)

56.3 x 27.6 x 43.3 in.
(1430 x700 x 1100 mm)

390 Ib. (177 kg)

61x29.6 x45.5in.
(1550 x 750 x 1155 mm)

Weights

511 Ib. (232 kg)

Shipping weight

454 b. (206 kg)

582 Ib. (264 kg)

Table 1

1 subject to local and national electrical codes.

2 The specified values are emission levels and are not necessarily to be seen as safe operating levels. As workplace
conditions vary, this information is intended to allow the user to make a better estimation of the hazards and risks

involved only.

3 Conversion to 230V operation requires separate purchase of 230V magnetic switch. See parts list..

L = length, W = width, H = height

n/a = not applicable

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.




5.0 Setup and assembly

AWARNING Read and understand all

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

5.1 Shipping contents

Band saw

Wheels

Work stop assembly
Vertical cutting platform
Chip bin (10” models only)

_ AN -

5.2 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.

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

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

5.3 Assembly (all models)

1. Remove any straps or braces holding saw to
pallet, and carefully raise saw from pallet, using
properly rated lifting equipment (hoist or forklift)
with straps.

2. Remove fasteners from the wheel flanges of
carriage. Position wheel between flanges, and
insert hex bolt with spacer on each side, as
shown in Figure 6-3. Secure with hex nut and
washer.

Hex cap bolt |

Spacer Spacer

Figure 5-1: installing wheel

3. Install work stop rod (A1, Figure 5-2) into hole
beneath table and tighten set screw. Install
work stop onto rod threads by rotating collar
(A2). Secure position of work stop by tightening
set screw (As) onto rod flat.

4. If closer reach is needed toward blade, insert
small rod (A4) and tighten with wrench on rod
flat.

Aq
As

Az

Figure 5-2: installing work stop

5.4 Additional assembly (10-inch
models only)

Install chip bin at back of saw base. (See Figure 11-
10 and manual cover photo for positioning.)

5.4.1 Coolant preparation (HVBS-10-
DMWC only)

ACAUTION Coolant tray must be filled high
enough to submerge pump impeller. Failure to
do this may damage pump. Periodically check
and maintain coolant level.

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 approximately 32 L (7 gal) of coolant into
coolant tray.

3. Make sure coolant hoses are properly
connected at each end.

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

6.0 Electrical connections

AWARNING Electrical connections must be
made by a qualified electrician in compliance
with all relevant codes. This machine must be
properly grounded to help prevent electrical
shock and possible fatal injury.

The HVBS-DMW series Band Saws are rated at
115/230V power, and are 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 6-1.

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

It is recommended that the HVBS-8DMW 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”.

It is recommended that the HVBS-10DMW, when
operated on 115V, be connected to a dedicated 20
amp circuit with circuit breaker or fuse. When
operated on 230V power, connect it 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”.

NOTE: Local codes take precedence over
recommendations.

6.1 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.

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 replace damaged or worn cord
immediately.

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 6-1. 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
— .
E}'
>

i

GROUNDING PRONG

o o ®

GROUNDING
EAR SECURED
WITH SCREW

150-230 VOLTS

APTEH w% &

® P Gnoumnwe
EA

K

Figure 6-1: 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 6-1. 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.

6.2 Voltage conversion

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 6-
2. (NOTE: In case of discrepancy, diagram on
machine takes precedence.) Reinstall cover.

2. Change out 115V magnetic switch with 230V
magnetic switch (separate purchase, see parts
list for number).

3. (Model HVBS-10DMWC only: Remove coolant
pump junction box cover, and change incoming
leads for coolant pump, based on diagram
shown in Figure 6-2. Reinstall cover.)

110V 220V
115V 230V

b 99

Figure 6-2. voltage conversion



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

6.3 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 2 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.

Ampere Total length of
Rating Volts cord in feet
Mor Not 120 | 25 | 50 100 150
Tt:’aﬁ 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 14112 Recommended

Table 2: Extension cord recommendations

7.0 Adjustments

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

7.1 Handle adjustment

The plastic handles for swivel (A, Figure 7-1) and
blade guide arm positioning are adjustable to
prevent obstruction of other parts. Pull out on handle
and rotate it on pin, then release it, allowing it to
resettle on pin.

7.2 Bow swivel

1. Disconnect band saw from power source.

2. Loosen handle (A, Figure 7-1) and rotate bow
to desired angle on scale (B).

3. Confirm accuracy of angle by cutting a test
piece or using an angle measuring device
against blade and fixed vise jaw. If scale needs
adjustment, adjust pointer.

4. Verify accuracy of 45-degree left and right stop
screws (C). Adjust if needed.

5. Tighten handle (A) before operating saw.

10

Figue 7-1
7.3 Blade speed adjustment
1. Disconnect band saw from power source.
2. Place bow in horizontal position.

3. Open pulley box and turn handle (D, Figure 7-
2) counterclockwise to release tension on drive
belt.

4. Move belt to desired pulley combination. Refer
to chart inside pulley box (reproduced in Figure
7-3).

5. Turn handle (D) clockwise to tension belt.
Finger pressure on belt midway between
pulleys should cause approximately 1/2-inch
deflection. Do not overtighten belt.

6. Close pulley box before operating.

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 for specific materials.




MOTOR
PULLEY
65 | |
FPM (19.8)
(mpm) 130
(39.6)
250
(76.2)
GEARBOX
PULLEY

Figure 7-3: blade speeds (rounded off)
7.4 Blade guide arms
1.  Disconnect band saw from power source.

2. The fixed blade guide arm (E, Figure 7-4)
should be positioned as close to work area as
possible, without interfering when bow is
swiveled to an angle. Loosen screw (E1) and
slide arm as needed. Tighten screw before
operating. (Once the fixed guide arm is
properly positioned, it can generally remain in
that position for all operations.)

3.  The movable blade guide arm (F) should be as
close as possible without interference to
material being cut. Loosen handle (F1) and
slide arm as needed. Retighten handle before
operating.

E4

Figure 7-4: blade guide arm adjustment

7.5 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 band saw from power source.
2. Raise bow to convenient position.

3. Open wheel guards and prop them open with
the attached rods (G, Figure 7-5). Remove red
blade guards (H).

AWARNING It is essential that red blade

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

Figure 7-5

4. Back off the eccentric bearing guides (see sect.
7.6 for detailed instructions).

5. Release tension on blade by turning tension
handle (P, Figure 7-8) counterclockwise.
Remove blade. (Use leather 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 7-6. If they are not, twist blade inside-
out.

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.

Blade
Direction

Tooth
Direction
Ny

Figure 7-6



8. Install red blade guards.
9. Tension blade fully (see sect. 7.7)

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

11. Adjust blade guide bearings (see sect. 7.6).

12. Connect machine to power source and operate
it to make sure blade is tracking properly (sect
7.7.2).

13. Follow blade break-in procedures (sect. 8.2).

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

2. Loosen screw (J1, Figure 7-7) and adjust back
bearing (J2) to approximately 0.002 to 0.003
inches from back edge of blade. Tighten screw

(J1).

3. Inside bearing (K1) is fixed. Outside bearing (Kz2)
rotates on an eccentric shaft. Loosen nut (Ks)
and rotate lower nut (Ks4) to adjust eccentric
bearing to a clearance of 0.001 inches from
blade. Retighten nut (Ks).

4. Repeat above steps for opposite blade guide
assembly.

Figure 7-7: blade guide bearings

7.7 Blade tension and tracking
Refer to Figure 7-8.

7.7.1 Tension

1. Disconnect machine from power source.

2. Loosen movable blade guide arm and slide it
away from the other arm as far as possible.

3. Turn blade tension handle (P, Figure 7-8)
clockwise to tighten blade. Pluck the blade with
your finger; a tensioned blade will emit a
“twang” sound. As experience with the saw is
gained, operator may develop a better feel for
how tight to set a particular blade.

For precise measurement, use a blade tension
gauge (not provided). Hard-back blades are
generally tensioned at about 25,000 PSI (1757
kg/cm?); bi-metal blades at about 35,000 PSI
(2460 kg/cm?).
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4. Return blade guide arm to operating position.

Note: A new blade should be re-checked for proper
tension after a few minutes’ operation.

7.7.2 Tracking

AWARNING Blade tracking adjustment
requires operating saw with wheel guards open.
This adjustment must be completed by qualified
persons only. Failure to comply may cause
serious injury.

Blade tracking has been set by manufacturer.
Adjustment is rarely required when blade is used
properly and is correctly welded.

Tracking is set properly when blade runs without
shifting on the wheels, and back of blade lightly
touches shoulder of wheels.

If adjustment is required:
1. Confirm that blade tension is properly set.
2. Set belt position to slowest speed.

3. Raise bow to convenient position and open
wheel guards.

ACAUTION While performing the

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

4. Run saw and observe blade — it should run next
to, but not tightly against, wheel shoulder.

5. If blade is not tracking properly, loosen either of
two hex nuts (N4, Figure 7-8).

6. Turn set screw (N2) with hex wrench, while
observing blade tracking on wheel. NOTE: This
adjustment is sensitive; start with 1/4-turns on
set screw and allow blade to respond to
changes.

|AWARNING| Keep fingers clear of blade

and wheel to avoid injury.

7. 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.

8. Turn set screw (N2) 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.

9. When paper is cut, back off set screw slightly.
This assures that blade is not pushing
excessively against wheel shoulder.



10. Once tracking is set, tighten hex nuts (N1).

Figure 7-8: blade tension and tracking

7.8 Blade-to-table squareness
Refer to Figure 7-9.

The blade must be perpendicular to table when
running between the bearing guides, to ensure a
straight cut. This setting has been made by the
manufacturer but should be confirmed by the
operator.

1. Disconnect machine from power source.
2. Lower bow to horizontal position.

3. Place a machinist's square (not provided) on
table and against blade surface. The square
should lie flat against blade without a gap.

4. If a gap exists, slightly loosen socket head bolts
(L, Figure 7-9) behind blade guide arms. Turn
any of four set screws (M) as needed, until gap
is eliminated between square and blade.

Retighten bolts (L) securely.

After making this adjustment, be sure to

reinspect other blade adjustments as noted in
this manual.

Figure 7-9: squareness adjustment
7.8.1 Test cut to verify adjustment

Test cuts can be used to determine whether or not
the blade is accurately adjusted. Use 2-inch round
bar stock to perform these test cuts, as follows:
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1. With bar stock securely clamped in vise, make
a cut through the bar stock. (See Figure 7-10.)

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 the mark
you made is now at bottom of cut.

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 here
° reloc 2. Cut off a slice of

the bar stock

3. Rotate stock in vise
so mark is at bottom

4, Cut off a new
slice from the
stock

5. Measure

7. Differences between

here... —)|—1‘<—
measurements at edges
of disc should be less

L
|
New slice w? ‘
|
n than .003 inches per

\ inch per side of stock

|
6....measure | diameter

here —»—'¢—
Figure 7-10

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.

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.

7.9 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 (R4, Figure 7-11)
counterclockwise. To decrease, turn clockwise.



To close hydraulic flow, turn lever (R2) down,
perpendicular to cylinder, as shown. To open
hydraulic flow, turn lever (R2) parallel to cylinder.

Feed rate is adjusted by operator until saw is
operating efficiently, usually determined by
observing chip formation. See sect. 8.4, Evaluating
cutting efficiency.

ACAUTION Do not push down on bow to
increase feed pressure — allow cylinder to do the
work.

8 |

R )
A o

Figure 7-11: feed rate adjustment

7.10 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 with knob (S, Figure 7-12).

Figure 7-12

A good indication of proper feed pressure is the
color and shape of the cutting chips. If chips are thin
or powdered, increase feed pressure. If 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 chips
are curled, silvery, and warm.
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7.11 Vertical bow position
1. Disconnect band saw from power source.
2. Position bow at 90-degrees (zero swivel).

3. Pull linch pin (Rs, Figure 7-11) out of cylinder,
and raise bow to vertical position. Make sure
swivel locking handle (A, Figure 7-11) does not
obstruct bow positioning.

4. Install cutting platform (Figure 7-13). Push vise
jaw against it, and clamp tightly.

5. Place a machinists’ square on cutting platform
and against back edge of blade to verify
perpendicularity. If adjustment is needed,

loosen nut and turn vertical stop screw (T,
Figure 7-12). Tighten stop screw nut against
bow to secure setting.

Figure 7-13: vertical cutting platform

7.12 Auto shut-off adjustment

The saw is properly adjusted when blade shuts off
just after cut completion. This should occur when
blade is about 1/8-inch below table surface. To
adjust:

e If saw completes cut but blade continues
moving, adjust limit switch bracket (U, Figure
7-11) downward.

e If blade stops before cut is complete, adjust
limit switch bracket (U, Figure 7-11) upward.

e If blade stops descending and continues
running without completing the cut, turn stop
bolt down (Figure 7-14).



Figure 7-14: stop bolt adjustment

7.13 Vise positioning

The floating vise jaw can be moved before or behind
blade. Loosen locking knob (V1) and slide vise to
position.

To clamp workpiece, push jaw close to workpiece
using rod (V2), then push top handle down to tighten.

Figure 7-15: floating vise jaw

7.14 Work stop

The work stop is generally used when cutting
multiple pieces to identical length. Position stop
desired distance from blade and tighten set screw.
Loosen collar (see Az, Figure 5-2) to slide work stop
along lower rod. Retighten collar before operating.

8.0 Operation

8.1

The saw is provided with a blade that is adequate
for a variety of cut-off jobs on a variety of common
materials.

Blade selection

See Table 3 for recommended speeds for various
materials. These selections, while appropriate for
many shop cutting needs, do not encompass the
wide variety of blades of special configuration (tooth
pitch and set) and special alloys for cutting unusual
or exotic materials.
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Speed/FPM Material

64 Tool Steel, Stainless Steel,
Phosphor Bronze, Cast Iron,
Malleable Iron
Mild Steel, Hard Brass, Bronze
Soft Brasses and Bronzes,
Hard Aluminum, Plastics

Table 3

A coarse blade could be used for a solid steel bar
but a finer tooth blade would be used on a thin-wall
tube. In general, the blade choice is determined by
the thickness of the material; the thinner the
material, the finer the tooth pitch.

132
247

A minimum of three teeth should be on the work
piece at all times for proper cutting. The blade and
workpiece can be damaged if the teeth are so far
apart that they straddle the workpiece.

For very high production on cutting of special
materials, or to work hard-to-cut materials such as
stainless steel, tool steel, or titanium, ask your
industrial distributor for more specific blade
recommendations. Also, the supplier who provides
the workpiece material should be prepared to
provide specific instructions regarding the best
blade (and coolant or cutting fluid, if needed) for the
material and shape supplied.

8.2 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.

1. Clamp a round section workpiece in the vise.
The workpiece should be 2 inches or larger in
diameter.

2. Set the saw on low speed. Start the cut with a
very light feed rate (i.e. bow descent).

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

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

5. 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. 8.4, Evaluating
cutting efficiency).

6. The blade is now ready for regular service.



8.3 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 such
material.

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 are set correctly.

2. Position bow for desired angle of cut.

3. Adjust movable blade guide to minimize
exposed blade area.

4. 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.

5. Position workpiece in vise and clamp it
securely. Workpiece should be fitted directly
between the jaws without adding other objects.
When workpiece is profiled section, flat piece or
special shape, refer to examples in Figure 8-1
for proper clamping 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.

6. Set suitable feed rate on cylinder dial.

7. Turn on saw and allow to reach full speed. Start
coolant flow (if applicable).

8. Open valve on hydraulic cylinder to allow bow
to descend in gradual and controlled manner.

9. Stop screw must turn off saw at completion of
cut.
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Rounds

Flats/strips
Knock off

sharp edge
here with
file

Channels Angles

|-Beams

Squares/rectangles Knock off

sharp edge
here with
file 3

Hexagonals Tees

Figure 8-1: clamping positions

8.4 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.



9.0 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 away metal particles with 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 saw.

Clean chip screen as needed.

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.

Check guide bearings frequently to make sure that
they are properly adjusted and turning freely, and
are free from metal particles.

Periodically inspect drive 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 table and vise.

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

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

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

Drain and refill gear box oil after first 50 hours of
operation. Thereafter, change every six months.
Use an industrial gear oil.
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To change gear box oil:
1. Disconnect machine from power source.

2. Place bow in horizontal position and allow a few
moments for oil to settle.

3. Remove drain plug (A, Figure 9-1) and drain oil
into suitable container. Reinstall drain plug.

4. Remove fill plug (B) and fill gear box until oil is
level with mid-point of sight window (C). Do not
overfill.

5. Installfill plug.

Periodically inspect sight window and maintain fluid
level.

Figure 9-1: gearbox

9.2 Coolant level (HVBS-10DMW-C)

Maintain coolant level. Low coolant level can cause
foaming and high blade temperatures. Replace dirty
coolant; dirty or weak coolant can clog the pump,
cause crooked cuts, a low cutting rate and/or
permanent blade damage. Follow coolant
manufacturer’s instructions for proper use and
disposal.

9.3 Additional servicing

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



10.0 Troubleshooting HVBS-DM series Band Saws

Symptom

Possible Cause

Correction*

Excessive blade
breakage

Material loose in vise.

Clamp work securely.

Incorrect speed or feed.

Check machinery handbook for speed/ feed
appropriate for material being cut.

Teeth too coarse for material.

Check machinery handbook for
recommended blade type.

Incorrect blade tension.

Adjust blade tension to the point where the
blade just does not slip on the wheel.

Saw blade in contact with workpiece
before saw is started.

Start motor before placing blade on
workpiece.

Blade rubs on wheel shoulder.

Adjust blade tracking.

Misaligned guides.

Adjust guides.

Cracking at weld.

Longer annealing cycle.

Premature blade dulling

Blade teeth too coarse.

Use a finer tooth blade.

Blade speed too high.

Try a lower blade speed.

Inadequate feed pressure.

Decrease spring tension.

Hard spots in workpiece or scale on/in
workpiece.

Increase feed pressure (hard spots). Reduce
speed, increase feed pressure (scale).

Work hardening of material (especially
stainless steel).

Increase feed pressure by reducing spring
tension.

Insufficient blade tension.

Increase tension to proper level.

Operating saw without pressure on
workpiece.

Do not run blade at idle in/on material.

Bad cuts (out-of-square)

Workpiece not square with blade.

Adjust vise so it is square with the blade.
(Always clamp work tightly in vise.)

Feed pressure too fast.

Decrease pressure.

Guide bearings not adjusted properly.

Adjust guide bearing clearance to 0.001 inch
(0.002 inch maximum).

Inadequate blade tension.

Gradually increase blade tension.

Span between the two blade guides
too wide.

Move blade guide bar closer to work.

Dull blade.

Replace blade.

Incorrect blade speed.

Check blade speed/pulley position.

Blade guide assembly is loose.

Tighten blade guide assembily.

Blade guide bearing assembly loose.

Tighten blade guide bearing assembly.

Blade track too far away from wheel
shoulders.

Adjust blade tracking.

Guide bearing worn.

Replace worn bearing.

Bad cuts (rough)

Blade speed too high for feed
pressure.

Reduce blade speed and feed pressure.

Blade too coarse.

Replace with finer blade.

Blade is twisting

Blade is binding in the cut.

Decrease feed pressure.

Blade tension too high.

Decrease tension on blade.

Unusual wear on side or
back of blade

Blade guides worn

Replace blade guides.

Blade guide bearings not adjusted.

Adjust blade guide bearings.

Blade guide bearing bracket is loose.

Tighten blade guide bearing bracket.
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Symptom

Possible Cause

Correction*

Teeth missing/ripped
from blade

Blade tooth pitch too coarse for
workpiece.

Use blade with finer tooth pitch.

Feed too slow; feed too fast.

Increase feed pressure and/or blade speed.

Workpiece vibrating.

Clamp workpiece securely.

Gullets loading up with chips.

Use blade with coarse tooth pitch; reduce
feed pressure. Brush blade to remove chips.

Motor running too hot

Blade tension too high.

Reduce tension on blade.

Drive belt tension too high.

Reduce tension on drive belt.

Blade too coarse for workpiece
(especially with tubular stock).

Use blade with fine tooth pitch.

Blade too fine for workpiece (especially
with heavier, soft material).

Use blade with coarse tooth pitch.

Insufficient gearbox lubrication

Check gearbox oil.

No coolant flow

Pump motor is burned out.

Replace pump.

Screen/filter on pump is clogged.

Clean screenffilter.

Impeller is loose.

Tighten impeller.

Coolant level too low.

Add coolant to reservoir.

Excessive noise or
vibration

Belt is too tight.

Reset belt tension.

*Warning: Some corrections may require a qualified electrician.

11.0 Replacement Parts

Replacement parts are listed on the following pages. Having the Model Number and Serial Number of your
machine available when you call will allow us to serve you quickly and accurately.

Non-proprietary parts, such as fasteners, can be found at local hardware stores, or may be ordered from JET.
Some parts are shown for reference only, and may not be available individually.
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11.1.1 HVBS-8-DMW Bow Assembly — Exploded View

Figure 11-1
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11.1.2 HVBS-8-DMW Table Assembly — Exploded View

Figure 11-2
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11.1.3 HVBS-8-DMW Motor and Support Arm Assembly — Exploded View

Figure 11-3
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11.1.4 HVBS-8-DMW Vise and Table Assembly — Exploded View
Figure 11-4

11.1.5 HVBS-8-DMW Base Assembly — Exploded View
Figure 11-5
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11.1.6 HVBS-8-DMW - Parts List

Index No Part No Description Size Qty
I, HVBS-8-DMW-1............. SAW BOW e e nnnan 1
11 e TS-1490091 .................. Hex Cap Bolt........coooviiiiiieieceeeee e, M8-1.25x45L ... ............ 1
1-2 . TS-1524051 .................. St SCIrEW ... M8-1.25x20L.................. 2
1-3 e TS-2331081 ....covvvveee Hex NUt ... M8-1.25.........ccc 2
14 ... TS-0570021 ... HeX NUL ... 5/16"-18 ..o 2
15 . HVBS-8-DMW-1-6......... SEOP SCIEW ... s 1
2 e, HVBS-8-DMW-2............ IdIer WHheel GUAI ..........ooieieeeeeee ettt et 1
o T HVBS-8-DMW-3............ Drive WhEEl GUAId............covviiiee et eeeee e et 1
4o, HVBS-8-DMW-4............ HaNAIE SCIEW ... ..t e e e e e e e e 3
4-1 . TS-1550041 .................. Flat Washer..........oooovueeeieeiieeeeee e BMM .., 3
4-2 . TS-0640071 .................. Hex Nylon Lock NUt ........oociiiiiiiieiecee e Y[ 3
5. TS-2284082 .................. Phillips Pan Hd Machine Screw ............cccocuvveee.. M4-0.7X8 ......ovvveeeeeenns 1
[ HVBS-8-DMW-6............ Saw Blade.................. 5/8T, 3/4 x 0.035 x 103"L, (19x0.9x2616 mm) ..... 1
VA HVBS-8-DMW-7............ IdIer WIeEel ... 1
8 s HVBS-8-DMW-8............ DIVE WREEL ...t ee et e e e e e e e e e e e e e e ennaes 1
LS HVBS-8-DMW-9............ TENSION SHABK .. ee e e e e e e e e e 1
10 i, HVBS-8-DMW-10.......... Idle WHeEel Shaft...........ueeeiieeeeeeeeeeeee e et e e 1
10-1........... TS-1490021 ... Hex Cap Bolt.........coovveeieiiieceeece e, M8-1.25x15L ................. 1
10-2........... TS-1550061 .................. Flat Washer..........ooooviiiieieee e BMM .o 1
10-3........... TS-2361081 .................. Lock WaSher .........cuueiiiiiiiieeeee e 8MM..iiieeee, 1
L I, HVBS-8-DMW-11.......... R [T L= O 1YY 1
12 i, TS-2311161 oo Hex NUt ... M16-2.0....cccceeiiiiinn 1
LS T HVBS-8-DMW-13.......... (CTUE=T (ol = (o] o JO SRRSO 2
13-1........... HVBS-8-DMW-13-1....... [CT40] 0 4110 7=Y A 4
13-2........ TS-1540061 .................. Hex NUt ... M8-1.25........ccccei 2
14 ... TS-1482041 ... Hex Cap Bolt........coooivieiiiiicccccee e, M6-1.0x20L................... 4
14-1........... TS-1550041 .........cuuu..... Flat Washer..........oooovvveiiiiiiiiiee e BMM ..o, 8
14-2........... TS-1482041 ... Hex Cap Bolt.........cooveiiiiiiicceecee e M6-1.0x20L.................... 4
14-3........... TS-1524051 ......ccevve. SEE SCIEBW ..ottt eeeeeeeeeeeees M8-1.25x20L ................. 2
14-4........... TS-1540061 .................. HEX NUL ... M8-1.25.. ..o 2
14-5........... TS-2361061 .........cc....... LOCK WASNET ..o MB. .o 8
14-6........... TS-1540041 ..o HEX NUL ... MB ..o 4
15 e HVBS-8-DMW-15.......... Handle ... 1
16-1........... HVBS-8-DMW-16.......... T e 2
17 e, HVBS-8-DMW-17 .......... SPACET RING e ceee e e e e 1
18 . HVBS-8-DMW-18.......... ] = (o] (=) 1
18-1........... FOO1214 ... Phillips Pan Hd Machine Screw ...........ccccccevveeeee. M6-1.0x8L ..................... 2
18-2........... TS-2361061 .................. LOCK WASNET ... MB ..o 2
18-3........... TS-0680021 .................. Flat Washer..........ccccooo A" oo 2
184........... HVBS-8-DMW-18-4....... YT (o] o I oo 1YY 1
18-5........... HVBS-8-DMW-18-5....... (703 V7= TSRS TRRRPRRPTTTRN 1
186........... TS-2171012 oo Phillips Pan Hd Machine Screw ..............cccuuuu..... M4-0.7X6 .....c.ovvvereeeennnns 2
19 i, HVBS-8-DMW-19.......... SWIECN BOX .t e nnnnnnnnnnnnnnas 1
19-1........... HVBS-8-DMW-19-1....... Phillips Pan Hd Machine Screw ............cccccuuuu..... M5-0.8x8L..................... 4
19-2........... HVBS-8-DMW-19-2....... Magnetic Switch (115V) .....coooviieiiiiee e, KID17B....ooooeeieeee 1
.................. HVBS-8-DMW-19-2B ....Magnetic SWitch (230V) ........cooiiiiiiieciieceecieet et see e ereeeseee e |
20 .. BB-R10ZZ ..................... Bearing......cooeovuieei e R10ZZ......onn. 2
21 i, HVBS-8-DMW-21.......... [ P2 T 1= R 1
21-1...nn. TS-2311121 oo Hex NUt ... M12-1.75............ 1
22 . HVBS-8-DMW-22.......... I3 0T 00T (o] o [ 1
22-1........... HVBS-8-DMW-22-1....... Phillips Pan Hd Machine Screw ............ccuecu...... M4-0.7x25L .................. 2
22-2 ... TS-1540021 ... HEeX NUL ... M4-0.7 .o 2
23 . HVBS-8-DMW-23.......... (071 o] (=Y 070 1Y/ =) L 1
23-1 ... HVBS-8-DMW-23-1....... Phillips Pan Hd Machine Screw ............cccccuuuu..... M6-1.0x10L................... 2
24 .............. HVBS-8-DMW-24 .......... Strain Relief..........evveeeeieiiie e, PG-9 ... 6
25 i, HVBS-8-DMW-25.......... Fixed GUIde ArM ..o 1
25-1........... TS-0209061 .................. Hex Socket Cap SCrew .........ccoovcvvveeeeeeeeiiciiinenn, 3/8"-16NCx1-1/4"L ........ 1
25-2..uuuun. TS-0680041 .................. Flat Washer.........cccccoooii B/8" s 2
26 ... HVBS-8-DMW-26.......... MOVADIE GUIE AIMN ... ee eeetree e e e e e e e s eiarreeeeeeeeenaees 1
27 . HVBS-8-DMW-27.......... Fixed GUIde BIOCK .......ccooiiiee 1
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Index No

Part No Description Size Qty
HVBS-8-DMW-28.......... Movable GUIdE BIOCK ..........eeviieiiiiiiiiee s ceeeecsrir e e e e e 1
TS-1503061 .................. Hex Socket Cap Screw ...l M6-1.0x25L ................... 4
TS-1550041 .....oeeeeeee Flat Washer.........cccooo BMmMMm..... 4
TS-1504041 .................. Hex Socket Cap Screw ..., M8-1.25x20L ................. 2
BB-608Z<7...................... BaAriNg ...cccee et 608ZZ ... 10
TS-1523051 ....ovvveeeenn. SetSCreW ... M6-1.0x16L .........c..... ... 8
TS-2361081 ......oeeeeee. LOCK WaShEr .......ooviiiiiiiiiiiiiiieeeeeeeeeeeeeeeeeeeeees M8, 4
TS-1540061 .......ccce...... HexX NUL ... M8 .o 4
TS-1550061 .................. FlatWasher..............ccccc 8mMMm...e 2
HVBS-8-DMW-29.......... Handle..... .o TRT80 3/8x30L ............. 1
HVBS-8-DMW-30.......... Bearing Shaft .........ooiiii e e 2
PB85-115.....ccevveees o] 1 o TSRS E7 e 4
HVBS-8-DMW-31........... Eccentric Shaft..........oooiiee s e 2
HVBS-8-DMW-32.......... Hydraulic CYlINAEr ..........veiiiieeeeeeeee e es et r e e e e e e e e e e ennees 1
HVBS-8-DMW-32N ....... Hydraulic Cylinder (After #1701BG00017) ....cevees e 1
HVBS-8-DMW-32-1....... (031 TaTo [T ol T o PR 1
HVBS-8-DMW-32-1N....Cylinder Pin (After #1701BGO00017)......ceiiiiieeeit ceeeiiee e 1
HVBS-8-DMW-32-2....... SCIBW .ttt e et e e e e e e ennes M8-1.25x25L ............. ... 1
HVBS-8-DMW-32-3....... LINCN PN e ees ee e e e e 1
HVBS-8-DMW-32-4....... ) (o] o PR 1
TS-2246082 .................. Button Head Socket Screw ...........coovvvvvvvvvvveeinnnns M6X8 ... 2
HVBS-8-DMW-33.......... JUNCHON BOX...eeeeeeceeee 1
HVBS-8-DMW-33-1....... BOX COVET ...ttt et ee eeeeeeeib e e e e e e e e raeeaaeeean 1
HVBS-8-DMW-33-2....... Terminal BIOCK .........uueeii s s 2
HVBS-8-DMW-33-3....... Phillips Pan Hd Machine Screw .......................... M4-0.7x8L .................... 4
HVBS-8-DMW-34........... ST o] T To o oo =Y RO SRR 1
HVBS-8-DMW-35AS......Adjusting Screw ASSEmMDIY ........cccuiiiiiiiiiiiiiiiiies e 1
TS-0561051 ......oeeeeee. HexX NUL ... 1/2"13 e, 2
HVBS-8-DMW-36.......... L T=T= ] 4 o o ) TP 1
TS-0081031 .....ovveeeeeee Hex Cap Bolt..... oo, 5/16"-18NCx3/4L .......... 1
TS-1524051 .....oveveeeeen. SEtSCreW. .. ciieeeiiee e M8-1.25x20L.................. 4
TS-0208041 ......ceeeeee.. Hex Socket Cap SCrew .........ccoeeevvveeeeeeeeicciinee, 5/16"-18NCx3/4"L ......... 4
TS-1550061 ......ccoee.. Flat Washer.......cccoovviiii e, MB .o 1
TS-0720081 ......ceeeeee. Lock Washer.......cccccoeviciiiieeiee e, 5/16” i 1
TS-0720081 .....evvveennnnnes Lock Washer.......ccccoviiiiiiiiieeeee e, 5/167 e 4
HVBS-8-DMW-37 .......... (@7 ]| = USRS 1
HVBS-8-DMW-38-1....... MOLOE Tilt PIAtE ... e 1
TS-1335052 ................. Phillips Pan Hd Machine Screw ............cccccuuvue.... 5/16"-18NCx3/4L .......... 4
FO09919.....cccinnn. Button Head Socket Screw ..............oeevvveevvvvvnnnnns M5-0.8x6L ..................... 1
TS-1540031 .....oeeeeeeeen. HexX NUt ..., M5, 1
HVBS-8-DMW-38-4....... SEESCrEW ..eviie ettt M6-1.0x8L ......ceveeeennnnns 2
HVBS-8-DMW-39.......... ST .. e 1
HVBS-8-DMW-40.......... AJUSTING NUL ..o e e e e e e e e e e e e e s nnraeeeas 1
TS-1503031 ......coeee Hex Socket Cap SCrew .........cccccveeiieeeeiiieeeeee, M6-1.0x12L .....ccceennnee 2
TS-2361061 .....ccceee.e LOoCKk WaSher .......covveeiiiiiiiee e MB...oooeeeeeeee e 1
HVBS-8-DMW-41.......... Motor MOUNt ... 1
TS-1482021 .....oeeeeeee Hex Cap BOlt.....coooeeeeeee e, M6-1.0x12L .....cceeeenneee 4
TS-2361061 .................. LOCK WaShET ......ooeviiiiiiiiieeeeeeeeeeeeeeeeeeeeeeeeeeeeeeeeees MB..cooeeeee, 4
TS-1550041 .................. Flat Washer................... BMM ..o 4
HVBS-8-DMW-42.......... HaNAIE ... s e e 1
HVBS-8-DMW-43.......... T U] o SRR 1
FOO1187 .. Phillips Pan Hd Machine Screw ............cccocuuunee.. M4x25 ... 2
TS-1550021 .....oeeeeeeene Flat Washer..... .o, M4 ..o, 2
TS-1540021 ....oevveennnnnes HeX NUL ... M4 .o, 2
HVBS-8-DMW-44.......... Blade QUK ........oeieiiieieeee e eee e e e 1
TS-1503021 .................. Hex Socket Cap Screw ..............ccoooeel. M6-1.0x10L ................... 1
HVBS-8-DMW-44-2....... Flat Washer.........cccoii BMM... 1
TS-1503021 .....coeeeeee Hex Socket Cap Screw...........cccccoeeiiil. M6-1.0x10L................... 1
TS-1550041 ......oeeeeee. FlatWasher..........ccccii BMM... 1
HVBS-8-DMW-45.......... MOBOT e 3/4HP 1PH......ccocee. 1
HVBS-8-DMW-45SC.....Start Capacitor ..........cccccvveerieeiiiicieecee e, 300MFD 125VAC.......... 1
HVBS-8-DMW-45RC.....Running Capacitor ...........cccoecvveeviiieeesiiiee e 20pF 250VAC ............... 1
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Index No

Part No Description Size Qty
HVBS-8-DMW-45JB...... JUNCEION BOX. .. s 1
HVBS-8-DMW-45JBC ...JuNCLON BOX COVEF .......uuiiiiiiiiiiiiiiiiee et es aeiiiieeee e e e e s ssneaeeeeeeeesnnnnes 1
HVBS-8-DMW-45MF .....MOLOr Fan ... ..ot cee e e e e e e e e e 1
HVBS-8-DMW-45MFC ..MOtOr Fan COVET ......c..ueiiiiiiee ettt es avriiieeee e e e e s ssnaraeeeeeeeesnnnees 1
TS-0270031 ......eeeeeee Socket Set SCrew .......oceeveiiiiiiiee e 5M16 x3/8 ... 1
HVBS-8-DMW-47 .......... PUIEY BOX ...ttt ettt 1
TS-1482021 ... Hex Cap Bolt... ..o M6-1.0x12L ........eeene. 2
TS-2361061 .......evveeenee LOCK WaSher .........coovviiiiiiiiiieec e MB ..o, 2
TS-1550041 ... FlatWasher..............ccccc (61011 ¢ [N 2
HVBS-8-DMW-48.......... 1] (o U1 {1 PR 1
VB-A27 ... VaBelt o A27 e 1
HVBS-8-DMW-50.......... GEAIDOX PUIIBY ...ttt eis ceee e e e e e e e e e e e e e e 1
HVBS-8-DMW-51.......... 2] =T [N €U (o SRR 1
HVBS-8-DMW-51A ....... Blade Guard with Brush Assembly (#51,43,43-1,43-2,43-3).......ccccceeenneen. 1
TS-1503021 ..o Hex Socket Cap SCrew .........ccccceeevciieeeicieeeee, M6-1.0x10L .....ccceennnnnns 1
TS-1550041 .....oovveeeen. Flat Washer ..o, 6x13x1.5 mm................ 1
TS-1503021 .....oevveeennnn. Hex Socket Cap SCrew .........cccccveeviiieeeicieeeeee, M6-1.0X10.....eeeeeeeennnns 1
HVBS-8-DMW-51-4....... Flat Washer ..o, 6x16x1.5 mm................. 1
HVBS-8-DMW-52.......... 1 =1 o o2 QSR 2
HVBS-8-DMW-53........... (7] 1= USRS 2
TS-1524011 ..o St SCreW ....eeiieieeeee e M8-1.25x8L .........c......... 2
HVBS-8-DMW-55.......... Bow Bearing Shaft ............oviiiiiiii s e 1
HVBS-8-DMW-56.......... [ = o] =) RO 1
TS-1503061 .....ceeeeeeee Hex Socket Cap Screw .........ccccoveeiiiieeiieeeee, M6-1.0x25L .....cccceenneene 2
TS-2311061 ..o HeX NUL ... MB .. 2
HVBS-8-DMW-56-3....... Threaded RO ........ooiiiiiiiiei e M12x17.5x70L .............. 1
HVBS-8-DMW-56-4....... Threaded RO ........coooiiiiiiiiii e M12X17.5x62L.............. 1
TS-1540081 ......c.eeeeeene HexX NUL ... M12-1.75. e, 2
TS-2360121 ....ovvveeeeen. Flat Washer ..., 12mmM.e, 2
HVBS-8-DMW-57 .......... Shaft SEaL ... e 1
FO05452.......ccevveevennns Hex Socket Cap SCrew ......coovvvvvvieenieee i, M12-1.75x30L............... 2
TS-2361121 oo LOCK WaSher ........ooeiieiieiee e MA2.e e 2
TS-2360121 ....ovvveeeee. Flat Washer ..., 12MmM.eee, 2
HVBS-8-DMW-58.......... g = R 1
BB-6001ZZ.................... Bearing.....cceeeiiiiii 6001ZZ ..., 2
TS-1540081 .......eeeeeeee HexX NUL ... M12. e, 2
TS-1492021 ..o Hex Cap Bolt... ...ooooiiiiiiie e M12-1.75x30L ............... 2
TS-2361121 oo LOCK WaSher ........oveiiiieeee e 1Y 2
HVBS-8-DMW-59.......... SpeCial WaSher .......coooi oo e 4
TS-1504041 ... Hex Socket Cap SCrew .........cccccveevciieeeicieeeee, M8-1.25x20L.................. 4
HVBS-8-DMW-60.......... ANGIE SCAIE ...eeiiieeeeee e e ————— 1
FO09919.....oiieiiieiis Button Head Socket Screw .........cccocceveiiiennene. M5-1.0x6L .................... 3
HVBS-8-DMW-61.......... [ To o= | (o] NSRS 1
FO09920......ccccevvvnnnnnnn. Button Head Socket Screw .........cccocceveiieenenne. M6-1.0x6L .................... 1
TS-1550041 .....coveeeenne Flat Washer........oooooiiiiieee e (57001 0o TS, 1
HVBS-8-DMW-62.......... ST o] o o] o SRR 1
TS-1550061 ..o Flat Washer........ooooooiiiiieee e MM 2
TS-1504051 .................. Hex Socket Cap SCrew .........ccccceveeiiieeeeiiieeeeee, M8-1.25x25L ................. 2
TS-2361081 ..o LOCK WaSher ........coooiiiiiiiiieeee e M8 .. 2
TS-1540061 .................. HeX NUL ... M8-1.25.....oeeieeeieeenen 2
HVBS-8-DMW-63.......... Handle ..o TRT100 M12................ 1
HVBS-8-DMW-64.......... T8 o] o o] o o F= ) RO RRSURR 1
HVBS-8-DMW-65.......... I ET 1] IS o) 1 o SO 1
HVBS-8-DMW-65-1....... Spring HOOK ... 5x50mm ..., 1
HVBS-8-DMW-65-2....... ST o] T Te O o =11 o RO 1
HVBS-8-DMW-66.......... Upper Swivel GUIde ... 1
HVBS-8-DMW-66-1....... T8 o] oo 4 Al (o o SRS 3
HVBS-8-DMW-66-2....... GUIAE COVET ..ttt ee ettt e e e e e s e e 1
TS-1540081 .................. HexX NUL ... M12-1.75. 3
TS-2360121 ...ovvvveens Flat Washer.......cooooiii e, 12MMo.cieeee, 3
TS-1504091 .........c....... Hex Socket Cap SCrew ..........cccceeviieeeeicieeeeee. M8-1.25x45L ................. 2
TS-2361081 .......eeeeeee LOCK WaSher ........ccooiiieiiiiiiieeeee e M8 2



Index No

Part No

TS-1550061 ........
TS-2361081 ........
HVBS-8-DMW-67
HVBS-8-DMW-68
TS-1504051 ........
TS-2361081 ........
TS-1550061 ........
HVBS-8-DMW-69
TS-2246102 ........
HVBS-8-DMW-70

HVBS-8-DMW-70-1.......

HVBS-8-DMW-71
TS-1503051 ........
TS-2361061 ........

HVBS-8-DMW-71-3.......

HVBS-8-DMW-72
TS-1504091 ........
TS-2361081 ........
TS-1550061 ........
HVBS-8-DMW-73
HVBS-8-DMW-74
TS-1504041 ........
TS-2361081 ........
TS-1550061 ........
HVBS-8-DMW-75
TS-1504041 ........
HVBS712-14 .......
HVBS-8-DMW-78
TS-1550041 ........
TS-1503051 ........
TS-1490061 ........
TS-1540061 ........
HVBS-8-DMW-78
HVBS712-17 .......
HVBS712-15.......
HVBS-8-DMW-80
HVBS712-13 .......
HVBS-8-DMW-82
HVBS-8-DMW-83
HVBS-8-DMW-84
TS-0561052 ........
HVBS-8-DMW-85
HVBS-8-DMW-85
HVBS-8-DMW-85
TS-0561071 ........
HVBS-8-DMW-85
HVBS-8-DMW-85
HVBS-8-DMW-86
HVBS-8-DMW-86
TS-1503061 ........
TS-2311061 ........
HVBS-8-DMW-87
HVBS-8-DMW-88
HVBS-8-DMW-89
F012620..............
TS-2361081 ........
TS-1550061 ........
TS-1490051 ........
TS-0680041 ........
TS-1540061 ........

5.

-1

1o
2.

4.
-5

-3

Description Size Qty
FlatWasher..........ccco 8MmMm .. 2
Lock WasSher ..., M8 .o 3
Lower SWIVEl GUIAE ........cuviiiieieieeieee e ecies ceeee s e e e e 1
FIXEA ViISE JAW ...eeiiiiiiiiiee e es cee e e e e e e e 1
Hex Socket Cap SCrew ..........ccccveeiieieeicieeeee. M8-1.25x25L ................. 4
Lock WaSher ........coooiiiiiiiiiiieceeeee e, MB .o 4
Flat Washer..........ccco 8Mm .. 4
Chip DEFIECION ... e 1
Button Head Socket Screw .........ccccoveiiienenn. M6-1.0x10L................... 1
Vise Lock Knob ........cccoovviiiiiieeeee e 12" 1
ST o2 Lo Y RO STRR 1
AluminuM MItEr PIate ......coovieiiiieee s e 1
Hex Socket Cap SCrew .........ccccceveeiiieeeiiieeeeee, M6-1.0x20L................... 4
LOCKk WaSher .......oovveeiiiiiiiee e MB..oooeeeeeeeee e 4
Flat Washer............ccccc 6X16X2 MM .....ccevvvenennes 4
Movable Jaw MOUNT .........coooiiiiiiec e e e e e e e e e 1
Hex Socket Cap SCrew ..........cccceeeviiieeeiiieeeeee. M8-1.25x45L ................. 2
LOock WaSher .......cooveeiiiiiiieee e M. 2
Flat Washer.............ccccc <1010 0 N 2
Movable Jaw ASSEMDIY ........ccoiiiiiiiiiiiiee s ceeee e 1
BB .. s —ee e e e e e e e e e 1
Hex Socket Cap SCrew .........cocccvvvveeeeeeeiiciiieenn. M8-1.25x20L.................. 4
LOCK WAShET ......coovieiiiiieeeeeeeeeeeeeeeeeeeeeeeeeeeeeeeeeeaees M8...ooee 4
FlatWasher..........ccco 8MM.ceiiiiee 4
2 T=Te IS TU] o] o o) u ARURR P PPPPPUPPPPPRRPPRt 2
Hex Cap Bolt... ..o M8-1.25x20L ................. 2
Plastic KNob ........coooiiiiiiiee e, 14" X /2" oo 1
45-Degree Plate (Fight)........coooeiiiiiieeie e e 2
Flat Washer ..., (100 0o FO 4
Hex Socket Cap Screw ..........ccccveeiiieeiiiieeeee. M6-1.0x20L........ccnneee 4
Hex Cap Bolt.....coooeeoiiieee e, M8-1.25x35L ................. 2
Hex Nut ... M8...ooeee 2
45 Degree STOP (IEFL) ... e 1
Lower Work Stop RO .......cooiiiiieie s e 1
WOTK STOP ..o 1
Upper Work Stop RO .......ooo i e 1
Threaded COllar ... e 1
Vertical Cutting Platform ..........oooiiiiiiies e 1
(01 311 05 17 =T o [ SRR 1
Swivel Caster (black) ........ccccevvieviiiiiiiceneee /2" e 2
HEeX NUL ... 1/27-20 oo 2
(07T 4T o [ S RSP RTSVRR PR 1
ST o= Lo €] To Ty ) TSP 2
AXIE BOIt ... 5/8XE" ... 2
HEeX NUL ... 5/8" 11 oo 2
Flat Washer............ccccc 5/8x25%1.5 ...cccuvvveeee 2
ST o= Lo =T { (o] 4 o | PR 2
= T L | PPN 1
Ty o SRR 1
Hex Socket Cap SCrew ..........cccceeevieeeeiiieeeeee. MBX25 ..., 1
HEX NUL .. MB..oooeeeeeeeeee e 1
(O3 a1 o3 B =11 =T PP UPPRT 1
WREEL ... 2
[ (o) [o [ PO RERR 1
Hex Cap Bolt......ooooieee e M8-1.25x8L .......cceeene. 2
Lock WaSher ........coooiiiiiiiiiiiieeeeeee e MB ..o 2
Flat Washer..........ccccooi 8MM.iiie 1
Hex Cap Bolt.... ... M8-1.25x30L ................. 1
Flat Washer..........ccccoo B/8" e, 1
HeX NUL ... M8-1.25.....ccieeeeees 1
JET Logo (not Shown) ........ccceiiiiiiiiiiieeeieeee 138X57mm ... 1
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Index No Part No

LMO000268
LMO000269
LMO000271

Description
ID Label, HVBS-8DMW (not shown)

Label, Blade Speeds (not shown)....

Warning Label (not shown) .............
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11.2.1 HVBS-10-DMW/DMWC Bow Assembly — Exploded View
Figure 11-6
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11.2.2 HVBS-10-DMW/DMWC Table Assembly — Exploded View

Figure 11-7
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11.2.3 HVBS-10-DMW/DMWC Motor and Support Arm Assembly — Exploded View

Figure 11-8
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11.2.4 HVBS-10-DMW/DMWC Vise and Table Assembly — Exploded View

Figure 11-9
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11.2.5 HVBS-10-DMW/DMWC Base Assembly — Exploded View

Figure 11-10
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11.2.6 HVBS-10-DMW/DMWC - Parts List

Index No Part No Description Size Qty
T HVBS-10-DMW-1.......... SAW BOW ..ottt e e —eeeaaeeeeane e e e e aneeeeaanneeaaann 1
T-1 s HVBS-10-DMW-1-1....... SEOP SCIEW ...ttt e et 1
1-2 e TS-0570021 ........ece.... HexX NUL ... 5/16"-18NC ......cccoeeeennes 2
1-8 s TS-1490081 .........cc...... Hex Cap Bolt.......cooviiiiiec M8-1.25x45L ................. 1
1-4 . TS-1524051 ... Set SCreW .. ..o M8-1.25x20L ................. 2
1-5 s TS-1540061 .......cooeeee HexX NUL ... M8-1.25....iiii 2
16 TS-2284082 .................. Phillips Pan Hd Machine Screw ..............cccco........ M4-0.7x8L .......ceveeeinnnns 1
1-7 e, HVBS-10-DMW-1-7....... V= 1AV (eToT o] o= o PR 5/16" ..o 1
1-8 s HVBS-10-DMW-1-8....... Tee Fitting (COPPEr) ...ccveviiieerieiiiee e 516" 1
1-9 e HVBS-10-DMW-1-9....... VaIVe HOIAET ... e 2
1-10 e TS-1534032 .......eeeeene Phillips Pan Hd Machine Screw ............cccccceeun.... MEX10 ..o 1
1-11 e HVBS-10-DMW-1-11.....HOSE Clam ....ceiiiiiiieeiiiie ettt ceeeaiiie e e e e e e enee e e e aneeeeeanes 3
1-12........... FOO1208.....ccoeeeeiiiiinnen Phillips Pan Hd Machine Screw ..............ccccee....... MSBX8 ..o 3
2 HVBS-10-DMW-2.......... Idler Wheel GUAKd ..o e 1
3 HVBS-10-DMW-3.......... Drive Wheel GUAK........ceiiieiiiee et e e e e e 1
VS HVBS-10-DMW-4........... Handle SCrew.........ooceviiieieeee e MBX5 ..o 3
4-1 . TS-1550041 ....ceveeene Flat Washer ..o 6x13x1T MM ..o 3
4-2 TS-2311061 ..o HexX NUt ... M6B-1.0..cciiiieiieeee 3
4-3 ... HVBS-10-DMW-4-3....... (CTUE= o N o] o J TSR 2
4-4 ... TS-1540061 ........cc..e HexX NUt ... M8-1.25....ciieee 4
4-5............. HVBS-8-DMW-13-1....... (€070 21 4= SRR 4
5, HVBS-10-DMW-5-1....... o =TT SRR 1
6 HVBS-10-DMW-6.......... Saw Blade..................... 5/8T, 1 x 0.035 x 120°L (27x0.9x3048mm)....... 1
T o HVBS-10-DMW-7 .......... 1A1EF WREEI ... et e e e 1
8 HVBS-10-DMW-8.......... Drive WREEI.......eeiiiie s e 1
8-1. . HVBS-10-DMW-8-2....... 1SR 2
9 e, HVBS-10-DMW-9.......... TeNSION SHAGK ... e 1
10 i, HVBS-10-DMW-10........ Idler Wheel Bearing.........ccoui i ees ottt 1
10-1 . TS-1490031 ....ccvveeenns Hex Cap Bolt.......coooiiiiiee, M8-1.25x20L ................. 1
102 TS-2361081 ... LOCK WaSher .......oooiiieieeiee e [ 1
10-3........... TS-1550061 .......c.eeeennnne Flat Washer ..., 8X25X2 MM ....cooviiieenns 2
1 HVBS-10-DMW-11........ IS 1o 1= 001V Y SO 1
12 e, HVBS-8-DMW-43.......... BruSh (SQUAIE) ....eeieiiieeeeeee et ee cee e e st e e e e e e nraeee e e e e 1
12-1........... FOOM187 .. Phillips Pan Hd Machine Screw ..............ccccoe...... MAX25 ... 2
12-2........... TS-1550021 .......oeeeeee. Flat Washer..... ..o M4 . 2
12-3 ... TS-1540021 ........cee.... HexX NUt ... M4 e 2
13 s TS-2311161 ..o HexX NUL ... M16-2.0....coveeeiieeeee. 1
14 .. TS-1482041 .................. Hex Cap Bolt.......ooveieieeee e M6-1.0x20L ................... 4
14-1........... TS-2361061 ........oeeeee LOCK WaSher ........cooiiiiiiiiiiiieieee e MB .. 4
14-2........... TS-1550041 ....cceveeene Flat Washer..........oooooiiiiiiieeeee e 6x13x1T MM ..o, 8
14-3........... TS-1482061 .................. Hex Cap Bolt ..o, M6-1.0x30L.........ccen.eee. 4
14-4........... TS-1524051 ... Set SCreW .. .oeiiieee e M8-1.25x20L ................. 2
14-5........... TS-2311081 ..ooeiene HexX NUL ... M8-1.25....ciiie 2
14-6........... TS-1540041 ... HEeX NUL .. M6B-1.0..ceeieeeiee e 4
15 e HVBS-10-DMW-15........ L F= T 0T |1 SR 1
16 e HVBS-10-DMW-16........ Terminal BIOCK .......ooiiiiiieeee ettt eee e e e e e e e seee e e e nneeeeeenes 2
17 e HVBS-10-DMW-17........ Cable St ... e 1
17-1 ., TS-1533032 .......oece....e Phillips Pan Hd Machine Screw ............c.ccceeu..... M5-0.8x10....cccovireannnen. 1
18 e HVBS-10-DMW-18........ Limit Switch Bracket ..ot e 1
18-1. e TS-1533032 ........ece....e Phillips Pan Hd Machine Screw ..............ccccee....... M5-0.8x10L ........cccen..e. 2
18-2........... TS-2361051 ... LOCK WaSher ........coooiiiiiiiieeeee e M5 2
18-3 ... TS-1550021 .................. Flat Washer..........oooooiiiiiieeee e 4x10xX1 MM ..o, 2
18-4........... HVBS-10-DMW-18-4.....SWItCh COVEN ...t cee e e e e e 1
18-5........... HVBS-10-DIMW-=18-5..... 00V ... .ottt ettt as cee et e e e st e e be e e s aree e e 1
18-6........... TS-2284082 .................. Philips Pan Hd Machine Screw ...............ccccoe...... M4-0.7X8 ....oeveriieaeneee 2
19 s HVBS-10-DMW-19........ SWIECH BOX ...ttt e 1
19-1..e TS-2284082 .................. Phillips Pan Hd Machine Screw ..............ccccoc....... M4-0.7x8L .....ceveeeennnen. 4
19-2....e HVBS-10-DMW-19-2.....Magnetic SWItCh (115V) ..ccooiiiiii et e 1
.................. HVBS-10-DMW-19-2B ..Magnetic SWItCh (230V) .....ccceiiiiee e e e e een ]
20 i, BB-6205Z7.................... Bearing.....ceeeeiiiiieie e 6205Z7Z ......oveiiiea 2
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HVBS-10-DMW-21......... Strain Relief.... ..o PG-9 e 7
HVBS-10-DMW-22........ Limit SWItCH .. e 1
FOOM187 v Phillips Pan Hd Machine Screw ............c.ccccoe...... M4-0.7x25L .........ccnee 2
TS-1540021 ........oeee. HexX NUt ... M4-0.7 ..o 2
HVBS-10-DMW-23........ Upper Cable COVET ... i iee e e e et e e e e e eeeeeens 1
TS-1534032 .................. Phillips Pan Hd Machine Screw ...........ccccccvvveeeee. M6-1.0x10L ................... 3
HVBS-10-DMW-24........ JUNCLION BOX...eiiiiiiii e s 1
HVBS-10-DIMW-=24-1 .....C 0V ... ittt ettt e e e e et e e sn e e e bt e e sanbee e e e 1
TS-2284082 .................. Phillips Pan Hd Machine Screw ............c.cccceeun..... M4-0.7X8L......oceveeeennnns 4
HVBS-10-DMW-25........ Fixed GUIE AIMM ... e e e s e e e 1
HVBS-10-DMW-26........ Movable GUIE AIM ...t res ceie e e e e e e 1
HVBS-10-DMW-27 ........ Fixed Guide Carbide ..........coooiiiiii s e 1
HVBS-10-DMW-28........ Movable Guide Carbide ...........cccoiiiiiiii s e 1
TS-1503061 ......ccc....e Hex Socket Cap SCrew ........coooccviveeeeeeeeiiciiieen. M6-1.0x25L ........ccnnee 4
TS-1550041 .................. Flat Washer ..., 6x13x1T mMm ...coovveeeens 4
TS-1504041 .....ooeeeee. Hex Socket Cap SCrew ........cooovvcvvveeeeeeeeeiciieeen, M8-1.25x20L.................. 2
BB-608Z7..........ccu..... Bearing ....ocueeeeeie e 608ZZ ..o, 2
TS-1523051 ..coooiees Set SCreW ... ..o M6-1.0x16L ................... 8
TS-1540061 .................. HEeX NUL .. [ 4
TS-2361081 ... LOCK WaSher ........cooviiiiiiieeee e M8 .. 4
HVBS-10-DMW-28-8.....Flat Washer ...........cccccceviiiiiiiie e 8x25x2 MM ......cccveennes 2
HVBS-10-DMW-29........ Handle ... TR80 3/8x30L.............. 1
HVBS-10-DMW-30........ Bearing Shaft .........oooiiieie s e 2
BB-5200ZZ7.................... BeariNg ....co it 5200ZZ ... 4
PB85-115 ... E-ClID et E7 o 4
HVBS-10-DMW-31......... Eccentric Shaft ... e 2
HVBS-10-DMW-32........ Hydraulic CYlINAer..........oooiiii e v e e e 1
HVBS-10-DMW-32N .....Hydraulic Cylinder (After serial #1701BK00017).. ...cceeeeiiiiieeeiiee e 1
HVBS-10-DMW-32-1.....LINCH PN ..ot e et 1
TS-2276081 ......c.eeveee Set SCreW .. ..o MBX8 ... 1
HVBS-10-DMW-32-3.....CYlINAEI PN .....oeiiiiiiiiiiie ettt e e et e 1
HVBS-10-DMW-32-3N ..Cylinder Pin (After serial #1701BK00017) .....cceiit coeiiiie e 1
HVBS-10-DMW-33........ HANAIE ... e 1
TS-1540081 .....c.eeeeeene HeX NUL ... M12-1.75. e 1
HVBS-10-DMW-34........ ST o]y T aTo T o (oo /= U PPRT 1
HVBS-10-DMW-35AS ... Adjusting Screw Assembly............cccccooiireniieen. 12" 1
TS-0561052 .................. HEX NUL ..o 1/2"-20 oo 2
HVBS-10-DMW-36........ (1T oo ) SRS 1
TS-0081031 .......oeeeeee Hex Cap Bolt........cooviiieiiiiee e 5/16"-18NCx3/4"L ......... 1
TS-0720081 .......ceeevene LOCK WaShEr ........ooeiiiieeiee e 5/16" e 1
TS-0680031 .......evveenee WaSNhEr ... ..o 5/16"X30X3 ....ceeiiiiieanns 1
TS-1524051 ... Set SCreW .. .oeiiiieee e M8-1.25x20L ................. 4
TS-0208041 ......cceene... Hex Socket Cap SCrew ........coooeecvvveeeeeeeeiiciieen, 5/16-18NCx3/4"L .......... 4
TS-0720081 ........eeenenee LOCK WaSher ........oooviiiiiiiiee e 5/16". e 4
TS-0270031 ...ccenveeenenes Set SCreW ..o 5/16"-18x3/8" ................ 2
HVBS-10-DMW-38........ MOLOF Tilt PIate .....eeieeeie s e 1
FOOO794 ... Phillips Pan Hd Machine Screw .............cccceen.... 5/16"-18NCx3/4L .......... 4
FO09919.....oiiiiieiiis Button Head Socket Screw .........cccoccoeveiiinnnnne. M5-0.8x6L .................... 1
TS-1550031 .....ovvveeeenn. Flat Washer ..., 5x10x1T mm ....vveeeeennnn. 1
TS-1523031 ..ooceene Set SCreW .. .o M6-1.0x10L ........cc......... 2
HVBS-10-DMW-39........ S - 1 SRR 1
HVBS-10-DMW-40........ Blade GUAKT ........ooiiiii et e e 1
TS-1503021 ..ocoieee Hex Socket Cap Screw .........ccccoveiiiiieiniieeeee, M6-1.0x10L .....ccceennnnnns 2
TS-1550041 .....oeeveeeeen. Flat Washer ..., 6x13x1T mm ....ccceeeeennn. 2
HVBS-8-DMW-41.......... Motor MOUNt ... 1
HVBS-10-DMW-42........ Blade GUAN ..........oooiiiiiiiiie e s 1
HVBS-10-DMW-42A .....Blade Guard with Brush Assembly (#42,12,12-1,12-2,12-3)......cccccceccerenne 1
TS-1503021 .................. Hex Socket Cap SCrew ..........ooovvvvvvvvvveeieeiieeeeeeees M6-1.0x10L ................... 1
TS-1550041 .........c....... Flat Washer ... 6x13x1.5 mm ................ 2
HVBS-8-DMW-42.......... HANAIE ... s e 1
HVBS-8-DMW-40.......... AJUSEING NUL ... e e e 1
TS-1503031 ....ccoeveeee Hex Socket Cap Screw ............cccooool. M6-1.0x12L ................... 2
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43-3........... HVBS-8-DMW-37 .......... 17 0] |- T TP 1
43-4 ........... TS-2361061 ......ceeeennnn. Lock WasSher ..., MB ..o 2
44 .............. TS-1482021 ....coeveeeene Hex Cap Bolt.......ccoveeviiiiiieeee e, M6-1.0x12L .....ccceeennneee 4
44-1........... TS-2361061 ......ceveeennnn. Lock WaSher ..., MB ..o 4
44-2 ........... TS-1550041 .....oovveeeeen. FlatWasher..........ccco 6x13x1 mm ..o, 4
45 ... HVBS-10-DMW-45........ MOBOT e 1HP 115/230V 1PH ...... 1
.................. HVBS-10-DMW-45SC...Start Capacitor ...........ccccccceeeeeevviccviieeeeeeee e S00MFD 125VAC......... 1
.................. HVBS-10-DMW-45RC...Running Capacitor ............ccccccceeeeceeeeseieeeenenee.. 30pF 250VAC ... 1
.................. HVBS-10-DMW-45JB.... JUNCLON BOX......ciiiiiiiiiiiiiieieeeeesciiieee e e e essiireeeeaes cennseeeeesesssssanssneeseessssnnnnes |
.................. HVBS-10-DMW-45JBC .JUNCtion BOX COVET .........coiiiiiiiiiiiiiieee e eeciiiiieeees ceiiiiieeeeeesssnnneeeeeeesssnnnnnee ]
.................. HVBS-10-DMW-45MF ... MOtOr Fan .......ccoiiiiiiiiiiiiiee ettt e e e citrneeeeeeeeesnnnnneeaeeeesennnnns ]
............... HVBS-10-DMW-45MFC..Motor Fan COVET ........ccuuiiiiiieee e eesiiies eeeeeiinieeeeeeeesssnnreeeeeeeennnn |
45-1.......... HVBS-10-DMW-45-1.....Key, Double RAHd ........cccoeiiiiiiieee e, 5x41 Mmoo, 1
46 ... HVBS-10-DMW-46........ Hose Fitting .....oeeveeeiiiieee e, A" PT e 1
47 oo, HVBS-10-DMW-47 ........ PUIEY BOX ...ttt ettt ree —ettee e s et e e e aneeeeeenneeeeeneeas 1
47-1........... TS-1482021 .....oeveeeene Hex Cap Bolt.....ooooeeeeee e, M6-1.0x12L .....ccceeennee 2
47-2........... TS-2361061 .................. Lock WaSher ........cccoooviiiiiieeicccecieee e MB..ooooeeeeeeee e, 2
47-3........... TS-1550041 .....coveeeene Flat Washer ... 6x6x1.5 mm .....cccceee.. 2
48 .............. HVBS-8-DMW-48.......... 1T (o g U1 1= SR 1
49 ... VB-A27 ... VBt o A27 e 1
50 ... HVBS-8-DMW-50.......... GEAMDOX PUIIBY ...t e e e eee e 1
51 . HVBS-8-DMW-52.......... 1 =1 SRR 2
511 TS-0209061 .................. Hex Socket Cap SCrew .........ccccccvvveeeeeeeeeccnnneenn. 3/8"-16NCx1-1/4"L........ 1
51-2........... TS-0680041 ......cceee.e Flat Washer ... 3/8"X29%3 ... 2
52 . HVBS-8-DMW-57 .......... Shaft SEaL ... e 1
X S HVBS-8-DMW-53.......... 17 0] |- T SR 2
54 .............. TS-1524011 ..., SEt SCrEW ..., M8-1.25x8L ................... 2
55 . HVBS-8-DMW-55.......... Bow Bearing Shaft ............oviiiiiii s e 1
56 ..cccunnnnn. HVBS-8-DMW-56.......... BraCKet ..o e 1
56-1........... TS-1503061 .....ceeeeeenee Hex Socket Cap Screw .........ccccoveeiiiieniieeeee, M6-1.0x25L ......ccceenneee 2
56-2........... TS-2311061 .....oevveeeeen. HeX NUL ... MB-1.0...ccoiiiiieeeees 2
56-3........... TS-1540081 ......cceeeee.. HexX NUt ... M12-1.75....cveeeeeies 1
564 ........... HVBS-10-DMW-56-4.....Threaded RO ..........ccccuiiiiiiieiiiiiiiieeee e M12-17.5x70L............... 1
56-5........... TS-2360121 ....ovvveeee. FlatWasher..........ccccco i 12x24x3 mm .......oooeeee 2
56-6........... HVBS-10-DMW-56-6.....Threaded ROd ..........ccccuuiiiiiiiiiiiiiiieeee e M12-17.5x62L ............... 1
57 e FO09536.......covveeeeaiins Hex Socket Cap Screw ..........cccoveeiiieiiieeeee, M12-1.75x30L............... 2
571, TS-2360121 ...ovvveeens Flat Washer.......coooiii e 12x24x3 mm ...........ce.... 2
57-2.......... TS-2361121 ..o Lock WaSher .......ccoveeiiiiiiiieee e M12.eiiiieee e, 2
58 .. HVBS-8-DMW-58.......... g F= (ST 1
58-1........... TS-1492021 .....oeveeeee. Hex Cap Bolt......cooooeeieeee e, M12-1.75x30L................ 2
58-2........... BB-6001ZZ7.................... Bearing.....oooeiieeee e 6001ZZ ... 2
58-3........... TS-2361121 ... Lock WaSher ........cooeviiiiiiieeee e, M12. e, 2
584 ........... TS-1540081 ......eeveeeennn. HeX NUL ... M12-1.75....eeeeees 2
59 e HVBS-10-DMW-59........ SpeCial WaSKhET ...t cee e 4
60 ... TS-1504041 .....ooeeeee. Hex Socket Cap SCrew ........ccoovvcvvveeeeeeeeviciiiee, M8-1.25x20L.................. 4
61 ... HVBS-8-DMW-61.......... [aTo Tor=] (o] NSRS PUPPPUPRRRRRIOt 1
61-1........... F009920.......cccceveennnnee Button Head Socket Screw .........cccccceveeeiiiniinenn. M6-1.0x6L .......cceeeennees 1
61-2........... HVBS-10-DMW-61-2.....Flat Washer............ccccoovviieeeieieiiceeee e 6x6x1.5mm.....cccc........ 1
62 HVBS-8-DMW-62.......... 0T o] o] o SRR 1
62-1........... TS-1504051 ..o Hex Socket Cap SCrew .........cccoccvvveeeeeeeeiecniinen. M8-1.25x25L ................. 2
62-2........... TS-2361081 .....oevveeeenn. Lock WaSher ........cooeeviiiiiiiieee e M8 .o 1
62-3........... TS-1550061 .................. Flat Washer ..o, 8x16x1.0 mm................. 2
62-4........... TS-1540061 .......cce...... HeX NUL ... M8-1.25.....cccieeeeeees 2
63 ... HVBS-8-DMW-63.......... Handle........ccovveeiiiiie e, TRT100 M12................. 1
64.............. HVBS-8-DMW-64.......... S0 o] o] o G o = | (= SRS 1
65 .. HVBS-10-DMW-65........ TENSION SPIING ..t e e e e e e e 1
65-1........... HVBS-10-DMW-65-1.....Spring HOOK ........cccccviiiiiiiiiiiiee s 5x50mm.....ccccciiiieeeen, 4
66.............. HVBS-10-DMW-66........ Lower SWIVEl GUIE ......eeeiiiiiiiiiiiieeee et ees et e e s e e e e 1
67 oo HVBS-8-DMW-60.......... ANGIE SCAIE ...oeiiieeeeeee e e —————————————————— 1
67-1........... FO09919.....vvieeeeees Button Head Socket Screw ..........ccccccevveeiviiiinnnn, M5-1.0x6L ......cceeeeennnnns 3
68.....ccee HVBS-10-DMW-68........ FIXEd VIS8 JAW oottt ettt e e e 1
68-1........... TS-1504051 .................. Hex Socket Cap Screw .............ccoooo. M8-1.25x25L ................. 4
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68-2........... TS-2361081 ... LOCK WaSher .......oooiiiieeieeeee e Y 4
68-3........... TS-1550061 ........eoeeenee Flat Washer ... 8X18X2 MM ....cooviieenns 4
69 .. TS-1504071 ..ooeeene Hex Socket Cap Screw .........occoeeeiieeiiceeeee M8-1.25x35L ................. 2
70 i TS-1550061 ......cceveeennee Flat Washer ... 8x25x3 MM ....cooviieenns 2
70-1 ... TS-2361081 ... LOCK WaSher ........oooiiiiiiieeeee e Y 2
71 HVBS-10-DMW-71........ Aluminum Miter Plate ... e 1
71-1 TS-1503051 ......coeeeee Hex Socket Cap Screw ..........ccccveviieieiiiieeeee. M6-1.0x20L ........ccnnee 4
712 TS-2361061 ... LOCKk WaShEr .........cooiiiiiiiiiieeeeee e MB ..o 4
71-3 ... TS-1550041 .................. Flat Washer..........cooooiiiiiiieeeeeeee e B6x16X2 MM .....c.coevneene 4
T2 HVBS-10-DMW-72........ Movable Jaw MouNt ... e 1
72-1 . HVBS-10-DIMW=72-2.....SPACEN .....eetiiitiieeeitieeeeetieeeeeteee e e eteeasssteeeeaasteeaaans ceeeaseeaeaanseeesansseeeaaseeaeanns 1
72-2........... HVBS-10-DMW-72-2.....Vis€ LOCK KNOD ......ccoiuiiiiiiii et eeie e 1
72-3........... TS-1504091 .................. Hex Socket Cap SCrew .........ccccceeeeiiieeeiiiieeeeee, M8-1.25x45L ................. 2
72-4.......... TS-2361081 .....ccceeeeee. Lock Washer .........oooiiiiiieieeeee e Y 2
72-5........... TS-1550061 .................. Flat Washer..........cooooiiiiiiieeeeee e 8x16x1.0 mm ................ 2
73 e, HVBS-10-DMW-73........ Movable Jaw ASSEMDIY .........cciiiiiiiiiiiee s e 1
T4 HVBS-10-DMW-74........ 2T SRR URTR 1
754........... TS-1504041 .....coeeeeene Hex Socket Cap SCrew ........ccoececviveeeeeeeeiiciiieen. M8BX20 ......ccvveieeeeeees 2
75-5........... TS-2361081 .................. LOCK WaSher ........coooiiiieiiieecee e M8 2
756........... TS-0680031 ... Flat Washer..........oooiiie e 5B e 2
75 . HVBS-10-DMW-75........ 270 IR 101 o] oo o AR 2
75-1........... FOO05670.....cccceeeveennnnee. Hex Socket Cap SCrew .......cccceevvcvvieeeeeee e, M12-1.75x15L ............... 2
75-2........... TS-2361121 ... LOCK WaShEr ........coeiiiiiieeiieeecee e 1Y R 2
75-3........... TS-2360121 ... Flat Washer ... 12x24x3 mm ................. 2
76 e, HVBS-8-DMW-69.......... Chip DEfIECIOT ...t e 1
76-1..eeeee. TS-2246102 ... Button Head Socket Screw .........cccoccoeviieenne. M6-1.0x10L .....cceeeennnnnns 1
T7 e, HVBS-8-DMW-78.......... 45-Degree Plate (Fght) ..o e 1
771 TS-1550041 .........c........ Flat Washer ... 6x13x1T MM ... 4
77-2........... TS-1503051 .....ccceeeee Hex Socket Cap Screw .............ccooo. M6-1.0x20L ................... 4
77-3.......... TS-1490041 ..o Hex Cap Bolt.......oooieiee e M8-1.25x25L ................. 2
77-4........... TS-1540061 .................. HEX NUL .. M8 ..o 2
77-5....ee.. HVBS-8-DMW-78-5....... 45-Degree Plate (I6ft) .......ooei e e 1
78 i HVBS712-15.....ccccceee. WWOIK SEOP ...ttt et e sate e e 1
78-1........... HVBS712-13 ... Threaded COlIAr .......oo et ceee e e e e e eeee e e e eneeeaeanes 1
782 HVBS712-14 ................. Plastic KNOD ... e 1
78-3..eeeeen. HVBS712-17 ..o Lower Work Stop RO ... e 1
78-4........... TS-1490031 .....ccvvennneee. Hex Cap BOlt.....coooieiii e M8-1.25x20L ................. 1
78-5.....ccc... HVBS-8-DMW-80-1....... Upper Work Stop RO ........oooiiieiie e e 1
79 e, HVBS-8-DMW-82.......... Vertical Cutting Platform ..........oeviiiiiiii e e 1
80 .. FO09536.......ccevveeeennns Hex Socket Cap SCrew .........cccccevevieeeeicieeee e, M12-1.75x30L............... 3
80-1.....ece. TS-2361121 ..o Lock WaSher .........oooiiiiiiieiieeeee e MA2. e 3
80-2........... TS-2360121 ..o Flat Washer..........ooooiiiiiiieeee e 12x28x3 mm ................. 3
81 i HVBS-8-DMW-86.......... =T o | OSSR 1
81-1 ... TS-1503061 ........oeeene Hex Socket Cap SCrew .........cccceeevcieeeicieeeeee, MBX25 ... 1
81-2.ceee. TS-2311061 .....cocnneee HEeX NUL ... MB ..o 1
82 .. HVBS-10-DMW-82........ (O 1T T B =11 Y SRS 1
83 i HVBS-8-DMW-84.......... SWIVEl CaStEr ....eeiiieieeii e 411 PU. o 2
83-1........... TS-0561052 .................. HEeX NUL .. 1/2"-20 e 2
................ HVBS-10-DMW-85CPA ...Coolant Pump with Tray Assembly (#21,84,85,85-1 thru 85-4) *................ 1
84 . HVBS-10-DMW-84........ (O70To] F=T o1 I = YRR 1
85 e HVBS-10-DMW-85........ Coolant PUmp * ..o 1/8HP 2P 1PH .............. 1
85-1........... TS-2286252 .................. Phillips Pan Hd Machine Screw *............ccc......... M6-1.0x25L ................... 4
85-2........... HVBS-10-DIMW-85-2.... PIDE .. ettt e et e e e et e e e aan —eeeanaeeaeaaneeeeeaneeeeaaneeeaeanns 1
85-3...cccece. HVBS-10-DMW-85-3.....Metal Cable Ti€ *.........oeiiiiiiieiie ettt cerieee et 1
85-4........... HVBS-10-DMW-85-4.....Hose Fitting ........ccoiooiiiiiieeie e 3/8PX5/16.....ceeeeeennee 2
86 ..o HVBS-8-DMW-86-3....... L€ o TSP 1
87 e HVBS-10-DMW-87 ........ 2 =Tt N (USSR 1
88 . HVBS-10-DMW-88........ Bracket (RH) ....ooiiiee et e 1
89 . HVBS-8-DMW-85.......... (O =T TS 1
89-1........... FO01200......ccceeeennnnn. Phillips Pan Hd Machine Screw ...........ccccccvvvueeee. M5-0.8x6....................... 1
90 e TS-1550041 ..o Flat Washer ..o 6x13x1T mMm ..o 4
91 i TS-2311061 .....ooenneeee HeX NUL ... MB ..o 7
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92 e HVBS-8-DMW-88.......... WREEI ...ttt e ttee e e e e e e e e e e e e nneaens 2
93 ... HVBS-10-DMW-93........ ST o= Lo =T i { (o] o ) PRSPPI 4
93-1..ueeeeen. HVBS-10-DMW-93-1.....SPacer (SNOM) .......eiiiieiii e ee et ceeeaiee e e e e e e aneeeeeaneeeeeenes 2
94 . TS-0561071 ...ccovveeennns HexX NUL ... 5/8"-11 i 2
94-1........... TS-0680081 .................. Flat Washer..........oooiiiieee e 578" e 2
95 i HVBS-10-DMW-95........ AXIE BOIt ... 5/8X5" ..o, 2
96 ... HVBS-10-DMW-96........ (07 0110 IS Te7 =T o LRSS 1
97 s HVBS-10-DMW-97 ........ Chip Bin Bottom Pane€l ............uuuueiiiiin e 1
98 ... HVBS-10-DMW-98........ Button Head Socket Screw .........cccoccoeveiiieeeee. M6-1.0x10L .....cceeeennnnns 7
99 i HVBS-10-DMW-99........ Chip Bin Left Panel ........ooooiiie et e 1
100 ............ HVBS-10-DMW-100......Chip Bin Right Panel ............c.coiiiiiiiiiieeie et e 1
101 e HVBS-10-DMW-101....... L (o] o 1T OSSR 1
101-1......... F012620.......cccceeeeneennn. Hex Cap Bolt........oeeiiiieeeeeee e M8-1.25x8L .........c......... 2
101-2......... TS-2361081 ........cce.... LoCK WaSher ........coooiiieiiiiieeiee e M8 2
101-3......... TS-1540061 .................. HEX NUL ..o [ 2
1014 ......... TS-1481021 ... Hex Cap Bolt........ooeiiiee e M5-0.8x10...ccccoieeeennen. 2
101-5......... TS-2361051 .................. LOCK WaShEr ........coooiiiiieiieeecee e M5 e 2
101-6......... TS-1550031 .....eveeeee Flat Washer.........cooooiiiiee e BMM . 2
102............ HVBS-10-DMW-102...... PU Hose (not shown) .........coooiiiiiiieeeee e, 5/16" x 5ft. . 1
.................. JET-138........cccccvveeeee.... . JET Logo (not shown) .....cccevvvieeeeeieciiiieeeeen. 138X57mm 1
.................. LM000270......................ID Label, HVBS-10DMW (N0t ShOWN) ......ccccvviiiiit eeeiiieeeiee e eciieeeenn 1
.................. LM000269......................Label, Blade Speeds (Not ShOWN) .........cccciriiieees vriiiiiieiee e 1
.................. LM000271 .....................\WWarning Label (Not ShOWN) .........ccoiiiiiiiiiiiiii e

* coolant pump provided only with model #424465 (optional accessory for #424463 model)
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12.0 Electrical Connections for HVBS-DMW Band Saws

KJD-17B
6P terminal blocks
5 @3
@ @

Figure 12-1
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Check out the collection of bench and stationary power tools we offer.


https://www.toolsid.com/bench-stationary-power-tools.html
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