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HE Important Information I

1 YEAR JET offers a one year

LIMITED WARRANTY warranty on all products

REPLACEMENT PARTS

Replacement parts for this tool are available directly from JET Equipment & Tools.
To place an order call 1-800-274-6844. Please have the following information ready:
1. Visa, MasterCard or Discover Card number

2. Expiration date

3. Part number listed within this manual

4. Shipping address other than a Post Office box

REPLACEMENT PARTS WARRANTY

JET Equipment & Tools makes every effort to assure that parts meet high quality and dura-
bility standards and warrants to the original retail consumer/purchaser of our parts that each
such part(s) be free from defects in materials and workmanship for a period of thirty (30)
days from the date of purchase.

PROOF OF PURCHASE

Please retain your dated sales receipt as proof of purchase to validate the warranty period.

LIMITED TOOL AND EQUIPMENT WARRANTY

JET makes every effort to assure that its products meet high quality and durability standards and warrants to the
original retail consumer/purchaser of our products that each product be free from defects in materials and
workmanship as follows: 1 YEAR LIMITED WARRANTY ON ALL JET PRODUCTS. Warranty does not apply to
defects due directly or indirectly to misuse, abuse, negligence or accidents, repairs or alterations outside our
facilities or to a lack of maintenance. JET LIMITS ALL IMPLIED WARRANTIES TO THE PERIOD SPECIFIED
ABOVE FROM THE DATE THE PRODUCT WAS PURCHASED AT RETAIL. EXCEPT AS STATED HEREIN,
ANY IMPLIED WARRANTIES OR MERCHANTABILITY AND FITNESS ARE EXCLUDED. SOME STATES DO
NOT ALLOW LIMITATIONS ON HOW LONG THE IMPLIED WARRANTY LASTS, SO THE ABOVE LIMITATION
MAY NOT APPLY TO YOU. JET SHALL IN NO EVENT BE LIABLE FOR DEATH, INJURIES TO PERSONS
OR PROPERTY OR FOR INCIDENTAL, CONTINGENT, SPECIAL OR CONSEQUENTIAL DAMAGES ARISING
FROM THE USE OF OUR PRODUCTS. SOME STATES DO NOT ALLOW THE EXCLUSION OR LIMITATION
OF INCIDENTAL OR CONSEQUENTIAL DAMAGES, SO THE ABOVE LIMITATION OR EXCLUSION MAY
NOT APPLY TO YQU. To take advantage of this warranty, the product or part must be returned for examination,
postage prepaid, to an authorized service station designated by our Tacoma office. Proof of purchase date and
an explanation of the complaint must accompany the merchandise. If our inspection discloses a defect, JET will
either repair or replace the product or refund the purchase price, if we cannot readily and quickly provide a repair
or replacement, if you are willing to accept such refund. JET will return repaired product or replacement at JET's
expense, but if it is determined there is no defect, or that the defect resulted from causes not within the scope of
JET's warranty, then the user must bear the cost of storing and returning the product. This warranty gives you
specific legal rights, and you may also have other rights which vary from state to state. '

JET Equipment & Tools, P.O. Box 1477, Tacoma, WA 98401-1477: (206) 572-5000.



Specifications: VBS-2012
2 (o e L i L ] oL Y 414482
Blade S el e T R R e e 65-3,280 SFPM
Maximum Capacity
TRICKNESS ...t e e e e e e e e e e e e et e e e e e e e teeeeeeeeaaaaaaaaaaaaans 12"
L4 o | (SRR PO PPPPPPPPPIRRY 20"
TADIE SHZE.....oeoeeeeeeeeeeeeeeeee e e e e e e e e e e eee e aaababbbrbrraae 24" x 22-1/2"
Blade: Leng (MINESIIANE) s s i s s s b v s s (oS u s sy e 150-1/2" - 156-1/2"
AP T oo cumim ssmenorsmons v e v s s S T S B ST TS N S VAR 8°F and B
.............................................................................................................. 15°Rand 12° L
Welder Capacity ..oammnusnamannnrsmmsnnsiasmnrnsninnnnmsssammnsnn ol 85 = 34"
Table Height s s S T L R 39-1/2"
OVETall HEIGNt .. oo e e e e e e e ettt a e rraaaaaaaas 79"
Blade Width (MiN.=MEX.) ...oooiiiiiiieeeeeeeeeeeeeeeeeeeeee et e e e e e e e e e e 1/8" - 1"
1Y [0 o SO SO SRS O TR PR PPURRPR 2HP, 3Ph
........................................................................................................ 230/460V, prewired 230V
Floor:Space REQUITEH «.viucuizmisvmms s s s i T s v i S B s P Ty T T U e 42" x 29"
Net Weight (approxc)..:cicnvnnnisnnnnn snmmnsimniasmsnnammnasmnsamsaaaaasx 1210 EDS.
Shipping Weight (@ ppronc) s s o s 0 PO e SR L R e 1,310 Lbs.
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Uncrating and Assembly

1. Finish uncrating the bandsaw. Contact your
distributor if any damage has occurred during
shipping.

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

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

4. Place rip fence onto table and lock.

Installation

1. Remove four nuts and washers holding the
bandsaw to the shipping crate bottom.

2. Using the lifting ring located on the top of the
saw, lift the bandsaw into it's permanent
location. For best performance, the bandsaw
should be bolted to the floor after a level
position has been found.

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

4. To level the machine, place a machinist's level Fig. 1
on the table and observe in both directions.

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

GVEl,

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



Connecting to Power Supply

/N WARNING

All electrical connections must be done by a
qualified electrician. Failure to comply may
cause serious injury!

All adjustments or repairs must be done with the
machine disconnected from the power source.
Failure to comply may result in serious injury!

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

To switch to 460V operation, follow the wiring
diagram found on the inside cover of the motor
junction box. Jumper wires on the circuit board will
have to switched also. Remove the control panel
from the saw body and change the jumper wires
according to the list on the electrical schematic
(page 22).

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

Before hooking up to the power source, make sure
the switch is in the off position.

Controls

Low/High Range Shift Lever - (A, Fig. 2) - located
on right side of machine base. Pull toward the front
of the machine to shift into the low speed range.
Push toward the rear of the machine to shift into the
high speed range. Caution: Do not change the
speed range while the machine is running. Adjust
only when the machine is stopped.

Variable Speed Hand Wheel (B, Fig. 2) - located
below work table on left side of machine base. Turn
clockwise to increase speed and counter-clockwise
to decrease speed. Caution: Do not turn handle
while machine is stopped. Adjust speed only when
machine is running.

Upper Blade Guide Lock Knob (C, Fig. 2) -
located on right side of upper arm. Turn counter-
clockwise to loosen and clockwise to tighten.

Fig. 2



Upper Blade Guide Handwheel (A, Fig. 3) -
located on the upper right side of the saw. Turn
clockwise to raise the blade guide assembly. Turn
counter-clockwise to lower.

Work Lamp Switch (B, Fig. 3) - on top of lamp
shade; turns lamp on and off.

Shear Lever (C, Fig. 3) - located on upper column.
UP position allows insertion of blade end into shear.
Pull lever DOWN to cut blade.

Main Motor Start Switch (A, Fig. 4) - located on
control panel. Depress to start bandsaw.

Main Motor Stop Switch (B, Fig. 4) - located on
control panel. Depress to stop bandsaw.

Power Indicator Light (C, Fig. 4) - located on
control panel. Indicates that power to the control
panel is on.

Key Lock Switch (D, Fig. 4) - located on control
panel. Turn to 12 o'clock position and remove key
to lock out power from the control panel. Insert key
and turn to the three o'clock position to turn on
power to the control panel.

Emergency Stop Switch (E, Fig. 4) - located on
the control panel. Press to stop machine. Turn 90°
to reset.

Digital Readout (F, Fig. 4) - located on the control
panel. Indicates blade speed in feet per minute:
Note: after the saw is first started or the speed has
been changed, allow a least a minute for the
readout to stabilize to the new setting.

Grinder Toggle Switch (A, Fig. 5) - located on
blade welder panel found on column front. Flip
switch up to start grinder; flip down to stop grinder.

Weld Button (B, Fig. 5) - located on blade welder

panel found on column front. Depress and hold to

start welding. Shuts off automatically when weld is
done. Release when weld is completed.

Anneal Button (C, Fig. 5) - located on blade welder
panel found on column front. Depress and hold to
anneal blade, release to stop.

Blade Clamp Pressure Knob (D, Fig. 5) - located
on blade welder panel found on column front. Sets
pressure for different width blades.




Blade Clamps (E, Fig. 5) - located on blade welder
panel found on column front. DOWN position
allows insertion of blade into clamp. UP position
locks blade.

Blade Tension Handwheel (A, Fig. 6) - located on
underside of upper frame. Turn clockwise to tension
blade; counter-clockwise to release tension on
blade.

Blade Tracking Handwheel (B Fig. 6) - located at
the upper rear of the saw. Turn clockwise to track
blade toward front of the blade wheel Turn counter-
clockwise to track blade toward rear of the blade
wheel.

Table Tilt Mechanism - located under work table.
To tilt table left or right, loosen two hex cap screws
(A, Fig. 7) at rear of mechanism. To level table
front to back, loosen four hex cap screws (A, Fig. 8)
on either side of mechanism.

Adjustments

/N WARNING

All adjustments or repairs to the machine must
be done with the power off and the machine
disconnected from the power source. Failure to
comply may cause serious injury!

Blade Tensioning

1. Raise upper blade guide by loosening lock knob
(A, Fig. 9) and turning blade guide handwheel
(B) clockwise until it stops.

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

3. Totighten blade, turn handwheel (A, Fig. 6)
clockwise.

4. To loosen blade, turn handwheel counter-
clockwise.




5. Use the blade tension indicator (B, Fig. 10) as
reference only. Blade should be tensioned
using the finger pressure method.

Blade Tracking

Blade tracking may be required from time to time
depending on the blade size and tension. The blade
must be tensioned as outlined on page 5 under
"Blade Tensioning". Disconnect the machine from
the power source and open both blade wheel doors.
Shift the high-low gear box lever into the neutral
position. Turn the upper blade wheel by hand while
observing blade position on the upper blade wheel.
If adjustment is necessary:

1. Turn blade tracking knob (A, Fig. 10) clockwise
to track blade toward front of blade wheel.

2. Turn counter-clockwise to track blade toward
rear of blade wheel. Blade should be tracked
as close to the center of the top blade wheel as
possible.

Note: Upper and lower blade guides should be

moved away and left loose from the blade
while tracking adjustments are being made.

Blade Guide Adjustment

/N CAUTION

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

/™ WARNING

Air nozzle has been removed to show detail.
Always operate saw with the air nozzle in place
and properly adjusted. Failure to comply may
cause serious injury!

1. Loosen lock knob (A, Fig. 9) and turn blade
guide handwheel (B, Fig. 9) until blade guide
assembly is half way between table and head,
then tighten lock knob (A, Fig. 9).

2. Loosen screw (A, Fig. 11) and slide blade guide
assembly away from the blade until it stops.

Fig. 11



Loosen screw (A, Fig. 12). Slide blade stop (B,
Fig. 12) toward blade until a gap of 1/32"
remains. Tighten screw (A, Fig. 12).

Slide blade guide assembly toward blade until
blade guides are behind gullets as in Fig. 13.
Tighten screw (A, Fig. 13)

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

Loosen two hex cap screws (B, Fig. 12) and
adjust each finger toward the blade. They
should not touch the blade. Adjust for .010"
clearance on either side.

Tighten two hex cap screws (B, Fig. 12) once
proper adjustment has been made.

Adjust lower blade guide in the same manner.
Even properly adjusted blade guides will show

wear after continual use. Re-adjust as
necessary.

Top Guide Adjustment

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

Changing Saw Blades

1.

2:

Disconnect saw from the power source.

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

Open both wheel doors. Turn the tension
adjustment handwheel counter-clockwise to
loosen tension on the blade.

Remove the blade guard from the column.
Remove the blade from both wheels and
maneuver it around the protective shield on
the upper blade guide.

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

Fig. 12

Fig. 13



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

7. Be sure that blade rests against ball bearing (A,
Fig. 13), not behind it.

8. Replace blade guard on column.

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

Blade Selection

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

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

Material Composition

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

High Speed Steel - resists heat generated by dry
cutting. Used for ferrous metals and are more
expensive than carbon steel blades:

Alloy Steel - tough and wear resistant, cuts faster
with longer blade life. Used on hard materials.
More expensive than carbon or high speed steel.

Carbide Tipped - for cutting unusual materials such
as uranium, titanium, or beryllium.

Fig. 13



Tooth Shape

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

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

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

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

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

wood.

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

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

Gage

Blade gage is the thickness of material from which
the blade is produced. The thicker the material, the
stronger the blade will be.

Kerf

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

Blade Width

The narrower the blade, the tighter the minimum

radius of cut will be. Always use the widest blade
possible for the job.



General rules for blade selection:

Select coarser pitch blades for thicker or softer
material.

Select finer pitch blades for thinner or harder
material.

Use fine pitch blades to obtain a smooth finish.

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

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

Adjust the feed rate to ensure continuous
cutting action.

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

/N WARNING

Never adjust guide fingers while blade is
running! Failure to comply may cause
serious injury!

Blade Shear and Blade Preparation

Blade should be cut to the longest length that
machine will accept.

Put handle in the upright position.

Place blade against the back of the square
cutting guide of the shear.

Bring handle down firmly to cut blade.

Use the blade grinder to assure the blade ends
are flat, square, and smooth.

With fine pitched blades, one or more teeth
from each side will have to be removed by
grinding so that the cross section of the weld
area is unjform.

Welder Preparation

1

Clean the welder jaws and the lower jaw inserts.
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Welding

/N CAUTION

The welder is designed for intermittent use.
Repeated welding within a short period of time
may cause the welder to overheat.

1. Turn pressure switch (A, Figure 14) to the zero
position.

2. Join blade ends together and locate union in the
center between two electrodes. Lock blade in
position by lifting levers (C and D, Fig. 14).

3. Set pressure switch (A) to blade width according
to the scale.

4. Press weld button (B). Do not release until the
weld has been completed.

Annealing

1. Release the welded blade and clamp it again
between the front edge of the two jaws.

2. Annealing procedure will depend on blade type:
Carbon Steel Blades

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

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

Carbon Steel Hard Back Blades

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

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

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

11
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Bi-Metal Blades

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

2. Cool the weld quickly by releasing the annealing
button.

3. Follow this procedure before and after grinding
bi-metal blades.

Blade Grinding

A\ WARNING

Keep hands away from rotating grinding wheel!
Failure to comply may cause serious injury!
Always heed the indicator light - when glowing,
it warns that the grinder motor is running.

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

Secondary Annealing

Anneal the weld 2-3 times again after grinding.

Welder Clean-Up

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

1. Holding proper alignment.

2. Preventing flash from becoming embedded in
the blade.

3. Preventing shorts or poor electrical contact.

12



Lubrication Schedule

1. Upper Blade Guide Shaft - lightly grease
weekly. Clean after every day's use.

2. Speed Change Handle - grease monthly with a
light film on teeth and threads.

3. Variable Pulley - found on end of pulley shaft.
Lubricate fitting using a light weight grease.

4. Blade Tension Screw - grease monthly.

13
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Parts List for the VBS-2012 Bandsaw

Index
No.

6600....
6602....
6610...
6650....
68710
6720....
6742....
6745....
6750....
6799....

1310....
1320....
1330....
1333...
G6201.
1390.....
1351
1360....
1370
1380....
1400....
1410....
1450....
9015....
9033....
9230....

1010....
1020..
1030....
1040....
1060....
1070....
1080....
1090....
1100....
1590
8741....

Part
No.

VBS2012-6600

PLEASE

VBS2012-6602 .................

.VBS2012-6610

VBS2012-6650
VBS2012-6710
VBS2012-6720
VBS2012-6742
VBS2012-6745

VBS2012-6750 .................
VBS2012-6799 .................

VBS1220A-131
VBS16-132......
VBS1220M-133

.VBS2012-1333 .................

BB-6201V......ccoviiiee
VBS2012-1350 .................
VBS2012-135% ...ccccciomunvns

VBS2012-1360
VBS2012-1370
VBS2012-1380
VBS2012-1400

VBS2012-1410 .................

VBS2012-1450
VBS2012-9015
VBS2012-9033
VBS2012-9023

VBS2012-101 0 nininmnny

.. VBS1220M-102

VBS1220M-103
VBS1220M-104
TS-0680061.....
VBS2012-1070
VBS2012-1080
VBS1220M-109
VBS1220M-110
VBS2012-1550
VBS2012-8741

ORDER BY PART NUMBER ONLY

Control Panel Assembly

Description Size Qty.
Push BUutton - On ..o e 1.
Push Button - Off ... e 1
Emergency Off Switch ... 1
KeY: SWIHCH .covcammnramimmmmman s s s s s e oo e s F R R PR 1
Magnetic SWHEN. ... oo s e S SRR 2
Starter GVeTIoad o urammnnmsnrnms R e e A 1
Power On Indicator Lighl..c....onmmannmsnmnnnmanasasasman
Voltage Reducer wuwasnanmmnmannamnnasninsananenmmnnss ]
FUSR. .....coeeoneennsmenniinmisnss s S S 2
WIRING Plate ...t e 1
Guide Post Assembly
Blade Guide Support.....cnmnmnmmnms s i i sy 2
Bladé GUIde ummunmmmsnarsnnmemmsn v
Blade Stop: e n s s G s S 2
Eccentric:Shaft wovsmnsnnmmnarnmarrsr sy 1
Ball BOAMING 1.v 1m0 rsssnrnrrissssssnsssneisansssnsmnss sssssmsmnssssisn st s vi S0 IOETS 2
Blade GUIde POSt ... 1
GBAI B ..o 1
Guide Post HOUSING .....oviiiiiiiiceciii i e 1
Blade Guard - Left .......ooccoeeiiiiiiieeceeeeee e
Blade Guard = RIght ... smmsmmmsnensmssssssasssssswsssissssssssmus)
SO corsrmrnmrmrr s s D T T RS S A SRR 2
SPANG FOUSINQ wvuammemmmms s i I S sy 1
Post Elevating Gear: . oummmnammnmms iy 1
GUIAEPOSELOCK........o.conmmmmnissinessivissiiivie i SRmssmaaanmany 1
Post Elevating Handwheel ............cccoooiiiiiiiis e
HANAIE ... e e ee —eeeeebe bbb aaaraaes 1
Work Table Assembly
WK Table asmmamnmmsmm s aannm wnrnnvsms s
Table SUPPOt Frame ...........c.covoieeeiniiiiiiies cveieieeeseeee s 1
Table Bracket - Right ... e 1
Table Bracket - Right ... e 1
1 L] (=] U i 2
T OB S CIBW : crsnmn v svsmimis s s v T R TS S R T 4
Blade:Guard (not sShown)..ummenamn i nnnn s 2
Table:Support HouSing: v sonsnsrsena s emnnsea sy |
Guide Support HOUSING ......ooviieiiiiieeeeiiie e e 1
RIP FENCE oot e 1
Tilt INAICAtOr - L&R ....oooiiiiiiieeiciiie e et e e e eaeaas 1
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8771....VBS2012-8771 ................. Tilt Indicator - F&B

001 3:... VBS2012:9013.....coccmienns RIp FeNCEILOCK s e S R
9700.... VBS2012-9700 ................. Indicating Needle.«vouummmnmunnnaersnarsannmnnimn
Motor Assembly
2000.... VBS2012-2000 ................. MOTOT ...t e
2010....VBS2012-2010 ................. MOTOT PUIIBY ... e
BA41...VB-Ad1.. ... L
BAS0...VB-A53 ... VBl mmmmmnmumrss s e R S S
2020....VBS2012:2020 :...cco0ms0m Motor SUSpension Al . conarnmmsmmn i ims s

Lower Wheel Assembly

3010.... VBS1220A-301 ................. LOWET WREEL......o.viiiiiieeceee s e
3020.... VBS1220A-302................. RUBDEE TiMB..cuiiiiii ittt et
........... VBS2012-301 ... LOWET WHEEI W/ THME .o e,
3030.... VBS2012-3030 ................. B F2 0T e (2= 1 e T S
3040.... VBS2012-3040 ................. Wheel Losk NI e s sy s sss i S s
Upper Wheel Assembly
3050.... VBS1220A-305........ccc.o.... LIpper MW el i i vossemmnssson s sassss s asssssmssmmsss s mssnrannnanneras
3020.... VBS1220A-302.................. RUDDET THM® ..t e eea e
G6305.BB-6305 «..vnnniin Ball BEAING .....ooiiiiiiiieiieci et et
........... VBS2012-305 ................... Upper Wheel w/ Tire and Bearings..............cce ovveeeeeeeeeeereeeeeranns
3060.... VBS2012-3060 ................. Upper WHeEel LOCK .......ccoooiiiiiiiicce s e
3070.... VBS2012-3070 ................. Upper-Vhieel Nit commmmmmnemsmrmmmrrrs v e s e

Blade Tracking Assembly

3080.... VBS2012-3080 ................. Slide Block Housing *
3090.... VBS2012-3090 ................. Slide BIOCK S€at * ............ocoovivieieiieiie e et se e ne
3100.... VBS2012-3100 ................. Slide Block Guide *

3110....VBS2012-3110 .................Upper Wheel Slide *
3111....VBS2012-3111 ................. Slide Cover *

3112....VBS2012-3112 ... Slide:SerewiShaft™ wavenrumrnnnmnsmy e s
31137... VBS2012-3113 .. cvvwivice SHASPIN * coriviinn i i s s 5 5 e nransna s rasssaserss ssngens
S120%... VBS201223120 0 cevsmmwnssssd Wheel Elevating Shaft * ... e,
3121....VBS2012-3121 ................. DI 00 n e mnspssanssnstnsssms immnyarmnsnans sens sxmnnsassanens g
3150.... VBS2012-3150 ....cociimivnnn VMV aS BT ™ Lo e s
3180....VBS2012-3180 ................. INdiCator RiNG ™ ...t e e
e VBS2012-3080CP ............ Slide Housing COMPIEte.............oviivioeieiiioes e
3190....VBS2012-3190 ................. Tension INAICAtOr ............oooii e e,
9030.... VBS2012-9030 ................. HaNd WREEI ... e
8712....VBS2012-8712 .....ccccvn. INAICAtOn Platei. o commmeammmammsnentmmm s s
3200....VBS2012-3200 ................. Wheel. Tracking Ad|iStel covanvmaenumamrnys wmmen s,
3220....VBS2012-3220 ................. Wheel Tracking CONNECLON.............ccveeueeiiiees ceeeeeereeeeer e e e
3240....VBS2012-3240 ................. CoNNECIOr Washer ...t e,
3250.... VBS2012:3250 -ocviiivvenn ConNNECLOr HOUSING ..ot e,
9060.... VBS2012-9060 ................. Tracking Hand WReel ...........ccoovoeoeoe oo e
9780....VBS2012-9780 ................. Brush Bracket ...........ccoooiiiiieeeeee oo e
9790.... VBS2012-9790 ................. ChIP BIUSN ..o e
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Gear Box Assembly

0500.... VBS2012-0500 ................. B AL BOX Y o T R T T PR R e e e
0510.... VBS2012-0510 ................. Gear BoxX COVEr ™ ... e e
0520.... VBS2012-0520 ................. L€ 1T | OSSR
0530.... VBS2012-0530 ................. Screw NUut * ... 35MM e
0540.... VBS2012-0540 ................. L€ 1T | S
0550.... VBS2012-0550 ................. Gear Shaft * ... e
0560.... VBS2012-0560 ................. Shaft COVEN™ suussmorssrm e e S e R,
0570.... VBS2012-0570 ................. BB ™ consovsnsmammivsseos s sV S R TSR T T S T
0581.... VBS2012-0581 ................. MEAINISHAM™ o e m ST R
0590.... VBS2012-0590 ................. MEin ShAf COVEr™ v B s e s
0600.... VBS2012-0600 ................. Speed Changing:Shaft ™ .uanuumunmmnnnn senrenrrsasn s
0610.... VBS2012-0610 ................. Speed Changing: ATMm ® s st e it .
0611.... VBS2012-0611 ................. Shaft StOP * e s
0612.... VBS2012-0812 ......ooee et SPIING ™ et e eee e e e e e eaaneas
0620.... VBS2012-0620 ...........e..... SHAE BIOCK * ..ooeeeiiiiiiiee et e e e e e nannes
0621.... VBS2012-0621 ................. Slide BIOCK Pin * ... e e

0624 ... VBS2012:0624 :000m5:0::- SBYANOL SNOWNY® srcemmmssmiemssessmmmainss s s s e eramaes
0700:.:.. VBS2012:0700 .. iiuscisnan: SPEEd ChANGE LEVET™ i s s arsssims s
0740.... VBS2012-0740 ................. SHaft HOUSING ™ o mrans e SRR TR e rat

0790, VBS2012:0790 v iSpEEd HOUSING RING ™ sonsnnnmmnmnanss mnnms s
9220....VBS2012-9220 ................. Speed Lever Knob:® osmmrnitiniind S,
GB6205.BB-6205 ......cccececvrreenee . BAIEBEAMNNG * oottt tee ettt ettt e e
G6206.BB-6206 ... Ball BEATNG ™ ..vveeeiiiiie e eeee tree s e e e e e e e e e e e e e eeaeeens
G6304.BB-6304 ... Ball BeAINNG ™ ..o e
L TR VBS2012-0550CP ............ Gear Box Assembly COMPIEte ..........cccccovviis voviiiiiiiiiie e
8422....VBS2012-8422 ................. GearBox:Watning Label. s suesmnmemmemtrmms
Air Pump Assembly
4010....VBS2012-4010 ................. AICPUMP HOUSING = cnniniaannumnane asmman SR
4020.... VBS2012-4020 ................. A PUMP COVEI ™ .ot e eeeeeaeeeee e
4030.... VBS2012-4030 ................. AIr PUmMp Shaft * s e
G6201.BB-6201 .........ooooeeinninnns Ball BEAMNG ™ ...t ee —eeteeasaeaeeeeeeeeeeaaeeaeaenes
4040.... VBS2012-4040 ................. AIrPUMP PUIIBY ™ .o e
4050....VBS2012-4050 ................. AIr PUMP LEAVES ™ .oeoeieeeeeeeeeeeeeeeeees et erarereeeaenes
4060.... VBS2012-4160 ................. At PUMD HOUSING ™ usvmnimmemvomsssasssimma ssanuminisssssadii s
4140....VBS2012-4140 ................. Kt OBHet™ oo Semmnmrsmmmssnrmmn i TR
4150....VBS2012-4150 ................. AT IIBE™ i e L O e e s
4170... VBS2012-4170 omnmnen AIFNOZZIE Evmmr e eammaemanrynnn sereamesaemom
4180....VBS2012-4180 ................. AT NOZZIE ClID ™ ot eee e
BM38..VB-M39 ... VB It ™ e s
< VBS16-401CP .................. Air Pump Assembly Complete.........ccooooiiiiies voeiiiieeeeeeeeeeeeeeeeee
Main Body
5000.... VBS2012-5000 ................. Main Body «ooransmsmnnmsessmemm owmsssesonsm s
5100.... VBS2012-5100 ................. Rear DOOr = LArger.......eeiiieieeeeeeeeee et e eeaeeeaeaees
9310.... VBS2012-9310 .........cc..... [ [T o [= O SRR OPRRPRPPPPPPPR
9500.... VBS2012-9500 ................. SPrING Plate ..o e
9580.... VBS2012-9590 ................. HANAIE ... oot et ettt neeeaessnnnnes
5101.... VBS2012-5101 ..o Rear DOOr = SMAIET .. ... e
5120 .- VBS2012-5120 cviimmswviiais LOWET: DO = FION oo s s s e o S s
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5140.... VBS2012-5180 ... .. covocinsss. UPPEE. DOOE S FROME. ccvinsuniumsmosmimsmisuisssins snsisssemonsnsssassnsis asases 1
9300.... VBS2012-9300 ................. Upper Door HINQR ...cuamsmsssinmssusmmmsnsming ssmssumasaysssssssas s 2
9999.... VBS2012-9999 ................. EVE BOI. oot ssies s v s ia 1
Variable Speed Assembly
7000.... VBS2012-7000 ................. Motor Spring HOUSING ™ .......ooumesorimssnsmmmmasnsds ShniaRinaiamang 1
7010.... VBS2012-7010 ................. £ ] o411 o R PP PPUPPPPIN 1
7020....VBS2012-7020 ................. Variable Speed Disk - Upper Outside * .......... oo, 1
1030.... VBS201 2-7030 . ccoooovnvnssss Variable Speed Disk - Upper Inside * ............ ccoooiiiiiiiiiiiiiii, 1
7040.... VBS2012-7040 ................. Variable Speed Housing TUDE * .cnniann s sssssassssisnssnss 1
GB007: BB-6007 ...ccccovvminsivinisans Ball BEANING ™ suusnumimimivssssrmievis s ivisis. Sssss s i i s s 1
7050.... VBS2012-7050 ................. Variable Speed DiSK SRaft ™ ..c.ovvannmn s 1
GB205. BB-6205 ...ocovniiivnmisiin Ball Beanng ¥ .vovammnrmssnnsimns s s 2
7060.... VBS2012-7060 ................. Variable Speed HouSING ™ o maiing ro s ssng 1
N VBS2012-7000CP ............ Variable Speed Housing Assembly Complete. ..........ccccovveeeeeeeeennnn. 1
7070.... VBS2012-7070 ......ccooceeece. PUllRY. . O e 1
7080.... VBS2012-7080 ................. WOIM GBAN ... ..eeiiiiiiicee e et e e e 1
7090.... VBS2012-7090 ................. Worin; Gear HOUSIOGT .o cosesvsrmmmsmsmmmsimmess s iy svsss sy saws ssss s v aisnms 1
7100...- VBS2012-7100 ...cocc0vviuinns L i = s 1
7120....VBS2012-T120 ..occcavvannn B TN s e A B R B e T o o S B v s 1
7170....VBS2012-7170 ................. Detector Risk HOUSING ::..ovvmiannmimmmmmmsannanmavanasaaz 1
7180.... VBS2012-7180 ... Detector Disk =semnsnamnsnanni s s Ay maas 1
7190.... VBS2012-7190.................. Screw NUbcrmnnmnnnnasisnmnms |
8372....VBS2012-8372 ................. Variable Speed Instruction Label...........cccooooev oo 1
Variable Speed Shaft Assembly
7200.... VBS2012-7200 ................. Spring HoliSINg ™ s masanmnrmmssasans i 1
7210....VBS2012-7210 ....ivcviiivinac: S DIINg ™ s sosrsvrvi s o o R S S S S T 1
7220....VBS2012-7220 ................. Variable Speed Disk - Lower Outside * .......... ..o 1
7230 VBS2012-7230 ...c.cciiiiinvv Variable Speed Disk - Lower Inside * ............ ccccccciviciiciiccininnniennnnn 1
7250....VBS2012-7250 ................. Variable Speed Shaft * ... e 1
G6007. BB-6007 ......ccoooeevvvvnrreee Ball BEAMNING ™ s e 1
G6204.BB-6204 .............c.cvvvee. Ball Bearing ™ ...ooooioiiiiiiii e e i
7260.... VBS2012-7260 ................. SN HOUSING ™ ovccivivismmmoavamrmmmm i s s s s SRt 1
¥ i VBS2012-7200CP ............ Variable Speed Housing Assembly Complete. ..............cccovvvneeeennn. 1
7290.... VBS20102-7290 ............... WHEEE SE s s s o T R S T DTS 1
7300.... VBS2012-7300 ................. POy e v T o T e T T e T 1
73100 VBS2012-7310 «.cvvvvinnis Speed Readout Detectorvvnsaumnnnnnannaannnnasannyss 1
7320....VBS2012-7320 ................. Detector HOUSING .....viiieeie e ceeeeeeeeeeecssnre e e s e eereeenes 1
7330.... VBS1220M-661 ................ Digital TaChOMELer..........ooveeeeiiieeeeeeeeeeeeeee e 1
9030.... VBS2012-9030 ................. Hand WHeel ... e 1
BV875. VBS2012-BV875............... COG Bt ..o e 1
BAAL... VB-Ad1 ......ccvvinmsmmmvsvansmmrons LY =T R 2
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Work Lamp Assembly

6810.... VBS2012-6810 ................. LIGRESHIBIA * wusirrr s nv s S A T T SO T TR
6820.... VBS2012-6820 ........cee.e.... Shield-Joint T o s T TR
6830.... VBS2012-6830 ........ccoee. Brass:NLUL%..............coi s G S Sy
6840.... VBS2012-6840 ................. L AR AT s nmes ssmamm s smpssasmss s ssmss s anans, tqannsasssas s dIAb nEPAVAINRS VAR
6850.... VBS2012-6850 ................. N 1 0 Lo 112 PSP
6860.... VBS2012-6880................. AT TUDE * e st e e e e e e e aaeaeranns eeaeeeeeereenssbnnaaeaaaaaaaas
6870 VBS201226870 vvvevmnmyns g U ST 2 6] s [ e O e —
6880.... VBS2012-6880 ................. APNGE oo s i i (eeues s eSS SR AR A SR
6890.... VBS2012-6890 ................. TUDELOCKET™ e iniiriiaaiin s s SR e
6800.... VBS2012-6900 ..iiuinn-Arm Housing Adjuster™ cocuvianmnunmaim simssmssaiasmmwaiais
6910....VBS2012-6910 ................. Housing: Adjust-SCrew ™ wcw s swinensmrnms
6920.... VBS2012-6920 ................. Lamp:Arm HousIing ®cnmmann s monannnnaanmns
6930.... VBS2012-6930 .............0e. Upper Arm Holder (RE:VBS2012-6920) * ...... ....cccooiiiiiiiniiiiiinn,
6940.... VBS2012-6940 ................. Lower Arm Holder (RE:VBS2012-6920) * ...... cooovvvvvvviviiiniiinnn,
6950.... VBS2012-6950 ................. Lamp SOCKEE * ..o e
9040.... VBS2012-9040 ................. Brass HandWheel * ... ceeeeeeiia e eee e e e e e e eeeeeeees
* e VBS2012-6950CP ............Work Lamp Assembly Complete .............coooot oo,

Welder/Grinder Assembly

6010.... JWG34-601............c.ovve EimMIE SWICH ™ oy e m e s T o e e N R e R T
6011.... PR-EV-6011 .......oovvvveeeeeee INSUIAIOE ®: s T S S T I
6020.... PR-EV-6020 ..........ovvvveennes GUIde BlOCK ™ ......cooeeiirrrnrmnssssrsssnssssssssnssnnsnensosssiis sissssissiins T
6021 PREEVE6021 .. civnnmivananss Spring Bracket ™ ...
6030.... PR-EV-6030 .......ccccvvvrnnnns GUIAE CaSHING ™ L.vviiiiiiie e e e et reean eeene e e e e e e e
6040 PR-EV-6040 - vvvvemnvnans B O TSI ™ s oo 3 A R S T e O S S A SR S TS
6050 ::: PREEV-8050 1o STAtIOTNATVEJAWT™ s o R T VS VS CSTas
6051.... PR-EV-6051 ........cvvvvvvenens IRSUIATOT™ coommmmmiirr s e o S L R S SR SRS T I
6052.... PR-EV-6052 ...........cvvvvenee INSURING: TUBE™ covivvisvin i mrrie s r o S e o Teseset
6053.... PR-EV-6053 ..........ovvvvvnee insulating Washer* vrreremaeranmnnu s nnmennn ouannm
6054.... PR-EV-6054 ................oeee SPACRI™ ... conmrrssasinsnnsnsssese s S T T T
6060.... PR-EV-6060 ..................... Eccentne SRaft™..........ccooensasimnennssssnsssnsnnsanssoonssmns s s e sidaaisiieaii
6070.... PR-EV-6070 .........ccccnnne Clamp Lever - Right * .o e
G107 PR =1 = 21 SV 0 i —————— Clamp Lever - Left * ... e et
9290.... PR-EV-9290 ...........c0vvvveee (3T ] o PP TRTPTRRTPPPTTPP
6100.... PR-EV-6100........ccccvvvvnnne Clamp SUPPot--RIGht™ vmmemmmnsmanmssinsanesssosss o
6101.... PR-EEV-8101 oo CRMPSUPPOR = EER s o s o S T e
6110.... PR-EV-6110 ........c0vvveeeeeee Clamp Plate = Right™ smansnmssnmnssnen s
6111.... PR-EV-8111 .......ccovvvrinnns Clamp Plate =Left * wwmnimnssmn g my o mm s v
6120.... PR-EV-8120 ........c.vvvvvnnne GAMLE ... ceome s s e s ST T S T T ST
6130.... PR-EV-6130 .......ccceeennrnnnn MOVINGITEW ......cuennsnssesssnmnsss s snos sass ot s s S S R S
6150.... JWG34-615.......c0vvvvveees WVEIA BUIIOM X ....ooooooreiisssssannsssssnssamannnmnsmsnesseommpsnnns ses Soabais s s sadaiits
6160.... PR-HV-6160..........ccecne. MICTO SWItCN * oo bbb
6161.... PR-EV-6161 ..........ovvvviinns SWITER BrECKBE™ oo rs st s e s s e 5SS R ST
6170.... PR-EV-6170 .....civveiniiiann PresSe A ISEKINOD ™ wovmmmmsesmorsmi o s v IR S N T
6180.... PR-EV-6180 .........0vvvvveeeen SHAR 2 s I LU A S TN
6200.... PR-EV-6200 ...........cvvvvveee GAM ™Y ..o vereemesmmsemmen sms e enmeens fie f AT SR I
6210.... PR-EV-6210 .....cccccvvvrrnnne Weld TeNSION AN ™ oo et eeeeaeeaaes
6211.... PR-EV-6211 .............c.oee. BUSHING ® ..ottt ettt ettt ot e e e ns e
6220.... PR-EV-6220 ...occvvunnivivininns SPriNg - SOt * Lo s
6230...: PR-EV-6230 .....ccvvivviain SPHNG =LONG* o smiesie s it s
6240.... VBS1220M-624 ................ Transformer *



6241.... PR-HV-6241 ..................... Mounting Bracket *
6280:::PR-EV-6280 - coomnmmmnn SWHCH *eovmmrmmmemesemmnnnmnmnsn s sy ey e
6260.... PR-EV-6260 ..................... Grinder Motor *
6270 PR-EVEB2T0:vermnn i SPACEE T smnwmmesmasernossen sosuspos e s s s o
6280.... PR-EV-6280 ..................... Grinding Wheel *

6281.... TS-0680021...................... Washer * ..o A
6282.... TS-1540041...................... NUE* e BMM .o,
6290.... VBS1220M-629 ................ Grinder GUArd * ... e
6291.... PR-EV-6291 ..................... GHNHER G OVEN ® o ssmvsmmmsmsmmrrssms s s e O T (i I BT
6330.... PR-HV-6330............cccou. Name Plate™ .c.anmammmanmmmsarmmi s s s ians
6340.... PR-EV-6340......ccciumvwiiiinnn | ISHICHONMNEANE] ™ s o s S
6350.... PR-EV-6420 ....cccceviviiiinin TN O EADE ™ s e s T e R s
6420.... PR-HV-6420 ..................... Anneal SWIICH i i rrrsrsssssssnssissasssnsnsmnssesssonss posnssssns
* VBS2012-WCP................. Welder Assembly Complete...........ccoovveiiiiiiii
Shear Assembly
19105 PR-EVA9T0 v chsinerrannn Spindle Bushing * wuwmmmmasmnar sy innnesms
1920 PR-EVA 920 covsenvnvscnsy SPINAIe Lt ™ srrim s i i s e s s mnenenas sosmanne nesnssamrsnes
1930.... PR-EV-1930 ......c...ccvee.. Blade Shaft * ... e
1940.... PR-EV-1940 ..................... Vaned Iron Plate (Blade Stop) * .......coooiiiiiie e
1950.... PR-EV-1950 ..................... LOWEr Blade ™ ... e
1960.... PR-EV-1960 .................... UpPer Blade * ... s
1970.... PR-EV-1970 .........ccve.. Joint Plate - Left * L. e,
1980.... PR-EV-1980 ........cc........... Joint Plates RIght™® i s sonemnsmms
1990.... PR-EV-1990 ..................... HandleiBar™ v ammmerarmsrms s i e e SR O TR
9210.... PR-EV-9210 ..................... Lo o] ¢
LA —— VBS2012-SCP....cccccivvninins ShearAssembly Complete ... counnmmmnnaannnssmmsis i ns
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Electrical Schematic

A
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. PB3/O_0L5lc
. 16
=il
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PB1 - Saw Stop Switch

PB2 - Saw Start Switch

PB3 - Weld Switch

PB4 - Anneal Switch

PB7 - Emergency Stop

PB8 - Main Power Key

LS1 - Auto Weld Stop Switch
LS2 - Safety Switch

LS3 - Safety Switch

SWH1 - Grinder On-Off Switch
SW2 - Work Lamp On-Off Switch

"WELDER

Jumper Wire Settings

220V
1=U
2-V
3-W
4-5-6
1011
14-15
16 - 17

440v
4-U
5-V
6-W
11-12
13-14
17 -18
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