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Intelligent and efficient horizontal band
sawing machine 360B CNC Instruction
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Paint anti-rust oil in the su7rface of the machine, must clean it with kerosene or other cleaning agent
after placing the machine.

A‘Eﬁcnunom

T A R D R AL DR, SRR

Mo with gasoline or other corrosive corrosive cleaning agent to cleaning the to preventing fire.

% & Placing

TEHL 38 b A T 95 2 6 (1) =5 ) AT LA T B LR E R

There should be enough space or move workpiece,

YHENEEFRAEN, RSRTHEEPHEESRAe, EMBNERERRONST SRR BETEST
FHASEETE,;

When doing maintenance, make sure all the protection gate andfor the distributor will not intervene
when opOenad.

WEEEHEEFEE, ERPEESER, RULEN@ELRE, SHERRRR, FEEF, LESBN

-]
Fixer of Saw Frame to preventing the saw frame and to facilitate the transport, so please keep it
carafully to use of moving machine,
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Adjust the level with the spirit level along the guide of work table according to the instruction manual
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7R 0 i SRR (M 30 0.02 BB HE S ok T S ke TN .
Please select and use the spirit level which the precision is 0.02mmJ/m.



Safety notice

Thank you for purchasing our products.
Please pay attention to:

Please read and understand the Operation Manual of the machine tool carefully
before lifting, installing, operating and maintaining the machine tool. The machine
tool can only be used after being familiar with its performance, safety information
and relevant precautions.

m Pay attention to the center of gravity during hoisting to prevent tilting, otherwise there may be
unexpected danger.

mWhen lifting, no one is allowed under the machine

mWhen unpacking, be careful of the injury caused by the board, nails and other objects

mDuring installation, the circuit must have a good and reliable grounding device, otherwise there
will be electric shock or more serious injury.

m The power must be supplied according to the power parameters specified in the Operation
Manual to prevent damage to the machine tool.

-It is forbidden to use the machine tool before commissioning.

= This sawing machine is only suitable for cutting metal materials. Please do not use it to cut
agricultural and fishery products, wood, food, combustible materials, and metals containing
radiation.

It is forbidden to remove the warning and instruction signs from the machine.

mDo not overload the machine

m It is forbidden to change the safety device. This behavior will destroy its original function and
will not protect the machine and personnel

mOperators must be trained and operate in a healthy state

m Before the machine is running, all covers must be covered. Adjust the adjustable protective
cover of the band saw blade as close as possible to the workpiece. Do not open the cover
when running.

mUse safety protection equipment

mDo not put any tools on the machine. The tools should be put back into the tool box after use

.The workpiece must be completely fastened on the workbench

mDo not put your hand into the running part of the machine,

mShut down the machine first when changing speed

mShut down the machine before opening the safety protection cover on the machine

mWhen loading, unloading or replacing saw band and steel brush, the machine must be stopped
and safety gloves must be worn for operation.

mWhen the machine is running, it is forbidden to open any protective cover or touch the band
saw blade

m When changing the belt, the machine must be stopped, and then the motor cover can be
opened to replace the belt.

m When selecting band saw blade and cooling water, please refer to the instruction manual or
relevant regulations.

mPlease keep the machine clean and remove iron filings and oil stains from the machine table,

= Non- professional personnel are not allowed to carry out maintenance work related to the
machine tool.

mThe power supply must be cut off before maintenance.

m The coolant may damage the skin of human body, and the operator shall pay attention to
protection when cleaning or discharging

m The cooling liquid shall not be directly discharged into the ground, and shall be treated
according to environmental protection regulations.

mOperating environment: altitude < 1000M Ambient temperature: 0-40 °C Humidity: < 85%
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Chapter | Product Introduction

Features and use

This band saw machine is a device for sawing metal materials with bimetal saw
blade. It has the advantages of compact structure, fast sawing speed, high precision,
narrow saw gap, low noise, and convenient operation. It is a new energy-saving
product instead of circular saw and hacksaw machine. It is widely used for sawing
various metal materials in various industries such as electromechanical, metallurgy,

automobile, bridge, ship, etc.

1.1 Specification Table

Type 360BCNC
MAX. CUTTING Round mm 360
CAPACITY Square WxH mm 360x360
Wheel Diameter mm 485
Saw blade TXWxL mm 1.1x34x4400
Blade Speed m/min 20-80
Feeding Speed m/min Inverter
Main Motor KW 5.5(4P)
Motor Hydraulic Motor KW 0.75
Coolant Pump W 90
Hydraulic Oil L 60
Tank Coolant 50
Machine Size mm 2350*2250*1600
1.2 Pressure setting and value
Hydraulic press Mpa <35
Blade tension N.m 30-40
1.3 Hydraulic oil
m Before using the machine, the oil quantity in the oil tank | Warning

must be checked. If not enough, add hydraulic oil or similar
oil until the filter screen is completely immersed in the oil.

1.4 Coolant

m Before packaging, we have cleaned the cooling water in
the sawing machine to keep the water tank dry.

When using, please add cooling water (5~8% saponified
liquid, the rest is tap water), When adding cooling water, do
not exceed the maximum water level of the water pump

Clean the machine tool after work every day to avoid
rusting; If it is not used for a long time, needs to be coated
with anti- rust oil for protection

The cooling water pump
shall not be operated
without cooling  water,
otherwise it will be
damaged

« In winter, if the cooling
water freezes and cannot
be star ted, use warm
water at about 10°C to
melt befo re star ting,
other wise the cooling
water pump will be
damaged

Chapter Il Operating Instructions

1.5 Power Supply 50HZ/380V
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2.1 replacing band saw blade

A Release the emergency stop..

B Press the lifting switch of the saw frame to lift the saw
bow.

C Open the left and right protective covers.

D Loosen tensioning device

E Take out the band saw blade between the guide head
pliers.

F Take out the old band saw blade

G Place the new band saw blade on the two saw wheels.

H Put the saw band into the guide vane of the guide head.

| Place the back of the blade against the wheel edge of the
driving wheel.

J Adjust tension device to tension the saw belt.

K Close the protective covers

2.2 Operating instructions

A Install band saw blade

B Turn on hydraulic pump

C adjust the distance between the two guide arms to make
the width slightly larger than the workpiece.

D saw frame rises

ELoosen the vise to greater than the width of the
workpiece,

F Working objects are placed on the machine table

G Vise clamp

H Press the operation button, and the cooling water will
spray out from the water gun on the right of the left
guide arm and the copper pipe at the lower part of the
driving wheel . A djust the flow of cooling water
appropriately.

| Adjust the stepless speed when feed

1 Attention

Please wear gloves

I Attention

*When using a new saw
band, it is necessary to run
in the saw band first to
ensure the service life of
the saw band.

« After the completion of
daily work , remove the
material, lower the saw
bow to the lowest position,
and then loosen the saw
band.




Chapter Ill Maintenance and Lubrication

3.1 Daily maintenance

Before operating the machine, check the work according to the following
procedures:

1 Check whether the hydraulic oil quantity exceeds the sieve. If necessary, add an
appropriate amount of hydraulic oil.

2 Check the coolant, and add coolant appropriately if necessary

3 Check whether the saw band is located between the left and right saw band
wheels and the front and rear tungsten alloy plates

3.1 Daily maintenance

Complete the following maintenance procedures, add proper amount of butter to
the parts:

A Column A Worm shaft

B Worm shaft

Refueling position

! Warning
3.3Maintenance every six months

The first gear oil change
must be carried out for
the new machine after the
first 240 working hours or

one month.

Replace gear oil
Type of gear oil:L-CKC220

The second replacement
is after 720 working hours
or three months

3.4 Annual maintenance Then, replace it every

1440 service hours or 6
months.

Replace hydraulic oil

Type of hydraulic oil: L-HM46

3.5 lubrication system
No Part Way Period |Quantity | Recommend
unscrew the oil
Worm gear | filling cap Every six
T || Fill oil to the oil | months L-cke220
level
remove the
Hvdrauli shutter fill the oil Every six
P yaraulic 1 yntil the sieve is y 40L L-HM46
oil tank completely months
immersed in oil.
3 Driving Butter gun T 58 Grease
wheel axle months
When the coolant
5.8% cannot be used,
Add cold saponification the waste coolant
4 | Coolant Addas | | o o the rest | shall be drained,
tank water needed ; ! | d and filled
is tap water cléaned and tiile
with new coolant
for future use.
Dri Mobil EPL
5 gveh Butter gun Weekly LEVEL:
wheel Axle NLGIL
Mobil EPL
6 Guide arm Butter gun Weekly LEVEL:
NLGIL
Tensioni Mobil EPL
7 SnsIonIng Butter gun Weekly LEVEL:
screw NLGIL
Feeding Mobil EPL
8 guide rail oiler Weekly LEVEL:
NLGIL
9 Any pa.rt Brush Add as N32 ~N65
not painted needed Mechanical oil




Chapter IV band saw blade Selection

4.1 Selection of tooth

® i Bl O
L= =9
Diameter Thickness
@ mm mm
14/18T 1~5 14/18T 1~3 10/14T
6~7 10/14T 6-10 10/14T 4 8/12T
8713 8/12T 11-16 8/12T 5-6 6/10T
14~16 6/10T 17-21 6/10T 1-3 5/8T
17*A25 5/8T 22-30 5/8T 10-18 4/6T
26-53 4/6T 31-69 4/6T 19-33 3/4T
54-114 3/4T 70-144 3/4T >34 2/3T
115-205 2/3T 145-230 2/3T - -
206-321 L4/2.5T 231-321 L4/2.5T - -
>382 1/1.5T >382 1/1.5T - -
4.1 Selection of tooth
. . Rate
Material GB Jis AlSI DIN (m/min) (cm2/min)
mild steel 08 s10C 1010 clo 50-75 70-80
15 S15C 1015 cls 50-75 70-80
. 45 S45C 1045 C45 50-70 60-70
vzl ezioem sgel | $55C 1055 k55 50-70 50-60
T10 Sk4 w1 C75W 40-50 25-45
Carbon tool steel T12 Sk2 W1 C125W 40-50 35-45
T8Mn Sk2 W1 C125W 40-50 35-45
40CrNi SNC236 3140 40NiCr6 30-40 30-40
Alloy structural steel | 40CrMoA | SCM440 4140 42CrMo8 | 40-50 35-45
40CrNiMoA| SNCM439 | 4340  [34CrMiMo8|  35-45 30-40
high speed steel W13Cr4V | SKH2 T $18-0-1 25-35 20-30
W18Cr4VCo5  SKH3 T4 S18-1-2-5| 20-30 15-25
Crl2MoV SKD11 D2 X155CrVMol21 25-35 20-25
Cold die alloy tool steell CrwMn SKS2 D7 IOSWCrG 20-30 15-20
9SiCr SKS3 DI 105WCr6 |  25-35 20-25
3Cr2W8V |  SKD5 H21 X30Crv93 |  35-45 30-35
Hot die alloy tool | 4Cr5MoVISi|  SKD61 H13  [X40CrMoV51|  30-40 25-30
SCkNIMd SKT4 Lfi XSSNiCrMoVfi| ~ 25-30 20-25
. SOCrVA | SUP10 6150 50CrV4 20-35 25-35
Alloy spring steel
SOCrMnVA| SUP10 6150 50CrV4 20-35 25-35
Bearing steel Gerls SuJ2 52100 100Ci-6 35-45 30-40
Ocrl8Ni9 | SUS304 304 |X5CrNil810|  35-45 20-30
stainless steel oCrl7Nil2Mo2|  Su316 316 X5CiNiMol712) ~ 20-25 15-20
ICrl7 Su430 430 X6Crl7 30-40 25-35

4.3 Running-in period

mWhen using a new blade, the cutting speed must be selected according to the
material.

For example, when the diameter of 45 # is 200 mm, when sawing the first piece of
material, adjust the feed speed to 0.2 times of the normal sawing; When sawing the
second piece of material, adjust the feed speed to 0.5 times; When sawing the third
piece of material, r will adjust the feed speed to 0.8 times; When sawing the fourth
piece of material, it can reach the normal state.

Sawing hard materials shall be adjusted accordingly. If not used in this way, the
efficiency of saw band will be seriously affected and the service life of saw band will
be shortened.

m The benefits of correct initial use are:
Long service life of saw band; Fast sawing speed: increase the sawing accuracy.

4.4 Main reasons affecting service life

m band saw blade fracture: usually caused by excessive tension, sudden change at the
entrance of the guide arm, etc

Fracture due to part fatigue:

. Band saw blade chipping and offset saw: generally due to improper selection of
cutting conditions, such as excessive feed;

m Vibration of the sawing machine may also cause tooth breakage of the saw belt:

m The back of the workpiece contains impurities, which causes the saw band to
bump into hard points during the cutting process, resulting in tooth collapse,

4.5 Selection of speed and cutting rate
JB/T4318.4-2002 test

mtest piece #45 diameter 150mm, cutting speed < 70m/min

mCutting rate (productivity) is 80cm2/min

m Select appropriate saw band speed and cutting rate according to the material of
the working object

mCutting rate (cm2/min)=workpiece area (cm2)/cutting time (min)

after the saw belt speed is selected, adjust the flow adjustment knob on the
operation panel to make the saw bow cut at a proper speed and cut the workpiece
at a proper time



Chapter V Main Structure
and Related Parts List of Sawing Machine

5.1 Structure description

The machine uses mechanical transmission to drive the saw blade to
rotate, and hydraulic transmission to make the saw frame lift and clamp,

and complete the whole sawing process through electrical control.

(1) Body and workbench

It is a multi- box structure integrating oil tank, water tank and electric box. The base
is welded with high- quality steel plate. The worktable is a high grade casting, which
is fastened on the base to carry the work of the workpiece and install other parts.
(2)Saw frame

The saw frame is a steel plate weldment. The saw frame is installed on the sliding
sleeve and moves up and down along the column driven by the lifting cylinder. The
driving gear rotates under the drive of the worm gear box. The guide beam is
installed on the saw frame, and the left and right guide arms are suspended on the
guide beam. Its guide bearing and carbide guide block ensure the stability and
accuracy of the saw blade movement.

(3)Worm gear box

Located at the back of the saw frame, the motor, pulley and belt directly drive the
pulley to rotate. By changing the position of the belt between the belt grooves, the
four-speed saw belt speed can be obtained to meet the sawing of different
materials. Stop the machine before shifting gears.

(4)Column

The main column is welded and grinded from 45 # seamless steel pipe. The outer
surface is coated with wear- resistant chrome plating. The column sleeve is HT200
casting with oil- bearing wear- resistant sleeve inside. The auxiliary column is installed
on the left side of the machine tool. The casting is used to balance the lifting motion
of the saw frame

(5) Workpiece clamping

The hydraulic oil cylinder is used to drive the vise to clamp, and the stroke of the oil
cylinder is 370mm.

A group of upper pressure oil cylinders are set above the jaw, which can be used for
bundling sawing.

(6) Feeding device

The feed adopts the forward feed method of vise clamping. The roller is a free roller.
The clamping vise moves on the circular guide rail under the action of the hydraulic
cylinder. The feed length is detected by grating. The single feed stroke is 435 mm,
and the feed can be repeated for many times.

(7) Hydraulic system

It is composed of sealed independent hydraulic station, pipeline, throttle valve, oil
cylinder, etc. The hydraulic station is located on the left side of the machine body,
mainly responsible for the lifting and lowering of the saw frame, the clamping and
loosening of the front vise, the clamping and loosening of the rear vise, and the
feeding and returning of the workpiece. In order to facilitate the operation of the
throttle valve on the control box, the lowering speed of the saw frame can be
controlled by operating the throttle valve.

(8) Electrical control system

The control box is on the left side of the machine tool, the operation panel is
installed on the control box, and the control box is installed with transformers,
contactors, thermal overload relays, etc. In order to ensure safety, interlock is set
between each action. Specifically, the vice is not clamped, and the main drive cannot
work; The vise shall not be loosened during sawing; All actions are controlled by PLC
programmable controller, touch screen and buttons are used, and multiple groups of
different feeding values and times can be set at one time. The feeding values and
times can be directly displayed on the touch screen.

(9) coolant system

It is composed of water tank, water pump, pipeline, valve, water nozzle, etc., which is
used to fully cool and lubricate the saw blade, to improve the sawing efficiency and
accuracy, extend the service life of the saw blade, and at the same time, remove the
sawdust on the sawtooth to ensure the normal operation of the sawtooth.

(10)Blade tension device

Saw blade tensioning and band breaking protection device: the tensioning wheel is
installed on the left end of the saw frame. After the saw blade is installed on the
driving wheel and tensioning wheel, the saw band is tensioned or loosened by the
hand screw rod. The tensioning force is adjusted according to the torque wrench. A
proximity switch is installed at the rear of the tensioning wheel. When the saw belt is
broken or overloaded, the proximity switch cannot receive the signal of the saw
wheel, and the machine tool automatically stops to ensure the safety of the
equipment and personnel

(11)Chip convayor

In order to facilitate customers to clean up the chips and reduce the working
intensity of workers, a spiral hydraulic chip removal machine is installed at the right
end of the base.

(12) No material detection device

A photoelectric switch is installed behind the fixed vise of the feeding vise seat.
When the material is sawed to the last section, the photoelectric switch cannot
detect the material, indicating the need to reload. At this time, the machine tool
stops working, and the touch screen prompts that there is no material. The height of
the photoelectric switch needs to be adjusted according to the size of the material.
(13)Bundle clmap

In order to facilitate the bunching sawing of small size bars, the upper pressure
cylinder is installed above the main vise and feeding vise, and its action is consistent
with the horizontal clamping action of the relative vise, so as to realize the bunching
sawing of small size materials.

(14)CNC

The stepper motor is used to control the speed regulating valve of the saw blade
feed. At the same time, the load of the saw blade is read in real time through the
communication between the programmable control and the main motor frequency
converter. When sawing round bars, empty tubes and profiles, the load of the saw
blade at different cutting positions will change; The intelligent speed control system
automatically adjusts the feed speed control valve according to the real-time load to
ensure that the load of the saw blade is stable at an optimal value, thus improving
the sawing efficiency and the service life of the saw blade.



Chapter V Main Structure
and Related Parts List of Sawing Machine

5.2Hydraulic transmission system

The hydraulic circuit composed of hydraulic pump, valve, oil cylinder, oil tank,
pipeline and other components completes the lifting of saw frame, clamping of work
and feeding of workpiece under electrical control. The stepless adjustment of the
feed speed of the saw frame can be realized through the throttle valve, thus

ensuring the need for sawing different materials.

(1)List of hydraulic parts

No Name Model Quantity
1 Oil pump VP-15F-70 1
2 One-way speed control valve PZSV-01B 1
3 Three-position four-way solenoid valve 02-3C2 4
4 Two-position four-way solenoid valve 02-2B2 1
5 pressure gage 10MPa 2
6 filter screen HY37-25 1
7 Hose joint Dia 10 1
8 Lifting cylinder 80X390 1
9 Front clamping cylinder 70X370 1
10 Rear clamping cylinder 80X360 1
11 Feeding cylinder 80X440 1
12 Inching cylinder 90X6 2
13 Up clamp cylinder 63X50 2

(2)schematic diagram
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and Related Parts List of Sawing Machine

Chapter V Main Structure

(1)Circuit diagram
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Chapter V Main Structure

and Related Parts List of Sawing Machine
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Chapter V Main Structure

and Related Parts List of Sawing Machine

(2 )Main electrical components

Please refer to the operation manual for the operation of the man-machine interface.

5.4 mechanical transmission system

1. The main transmission of this machine tool adopts worm gear and worm
transmission, and its transmission route is as follows:
Motor-driving pulley-driven pulley-worm-worm gear-driving wheel-saw blade-
passive wheel
By changing the position of the belt between the belt grooves, many different
speeds can be obtained. In order to meet the sawing needs of different

specifications and different materials.

2 bearing schedule

List of 360B Bearings and Sealing Seals

No Name Model Quantity
1 Miniature circuit breaker NXB-63 3P 20A 1
2 Miniature circuit breaker NXB-63 1P 6A 2
3 AC contactor NXC-12 AC36V 2
4 PLC HCA2P-24X16Y 1
5 Touch screen + network module FE6070C+FLINK-4G 1
6 Small relay Schneider RXM2LB2BD+Base 12
7 Ratings WTB5-0600 1
8 Inverter E380-3.7G3BE-01 1
9 Switching power supply LRS-150-24 1
10 Tianzheng transformer BK250 1
11 Speed regulating valve PZSV-01B 1
12 Pulse handwheel SBD-24E-100B 1

No Name Model | Specifications| Quantity| |nstallation site
1 Deep groove ball bearing 6200-2Z 10x30x9 4 Guide head

2 Deep groove ball bearing 6201-2Z | 24x40x17 2 Guide head

3 Deep groove ball bearing 6205-2Z 25x52x15 6 Feeding Shaft

. Chip cleaning

4 Deep groove ball bearing 6203-27Z A40x17x12 2 cylinder

5 Single row tapered roller bearing 30209 | 85X45X20.25 2 Driven wheel
6 Single row tapered roller bearing 30213 120x65x23 1 Worm gear box
7 Cylindrical roller bearing NJ213 120X65X23 1 Worm gear box
8 Single row cone pair bearing 30307 80X35X21 1 Worm gear box
9 Single row tapered roller bearing 30211 100X55X21 1 Worm gear box
10 Single row tapered roller bearing 32208 80x40x23 1 Worm gear box
11 Skeleton oil seal 85X65X10 1 Worm gear box
12 Skeleton oil seal 35X52X10 1 Worm gear box
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Form 1
Vibration during sawing
Bad sawing
The saw belt cannot be lifted.
Sawing bending
Saw belt broken
v v I
Fault Cause Exclusion
° ° ° Sawing pressure is too low Adjust the pressure knob to

reduce the sawing pressure.

The saw belt stopped running.

Restart the motor

Sawing speed is too high

Reduce saw belt speed

Sawing speed is too low

Increase saw belt speed

Adjust the control knob to

® ® | ® | ® |Thesaw belt descends too fast| reduce the speed.

° ° The saw belt descends Adjust the control knob to
too slowly. speed up

® e o Saw band tension is too low Adjust to proper tension

° ° The copper wire brush is not Adjust the position or replace

u u in the correct position. the copper wire brush.
WISCO's improper clampin

® e o prop ping Check and call correction

saw belt

Improper clamping of
workpieces

Re-clamp

The surface of the workpiece
is too hard

Softening the sawing surface

[ [ The workpiece is not annealed | Replace annealed workpieces
Insufficient or deteriorated
| [ | [ cutting fluid Add or replace coolant
° ° ° ° Being close to other machines Vibration prevention

causes vibrations.

Form 2
Vibration during sawing
Bad sawing
The saw belt cannot be lifted.
Sawing bending
————————— Saw belt broken
v y l
Fault Cause Exclusion
PY ° The cooling water level is too Increase coolant to specified
low height
[ ] [ ] There is air in the cylinder. Release the air
| | [} [} @ |Use inappropriate saw belts Replace the appropriate saw
band
[} [} [} @ | Excessive voltage variation Fixed voltage
The left guide arm is too far
° ° away from the workpiece. Close range
[} [} @ |Guide arm lock too tight Appropriate locking
[} @ |lIron filings are blue or purple Reduce cutting rate
Iron filings accumulate on .
u ° ° tungsten steel sheet Clean it up
The upper tungsten steel sheet
* * * ° is worn or damaged. Replacement
Inappropriate contact of saw .
° belt on tungsten steel sheet Adjust to proper contact
Improper arrangement of
* * sawing workpieces Rearrange
The edge of the saw belt touches
° ° ° the main and passive wheels Reserve proper clearance
The surface of the workpiece Use other methods to make
| [ [ ] .
is uneven. the surface flat
[} [} o Sawband serration damage Replace the saw belt
. . . Adjust the pressure knob to
° ° Sawing pressure is too high reduce the sawing pressure.
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Fosii3 Packing list
No. Alarm content Cause Solution
The current processing Name S pecifications U nit Quantity
1 | task has been completed, Re-enter the data
please re-enter!
Tre ol pumphls nF|>t started, Start the oil pump newly and P hill dri
2 Ee;se start the oil pump perform other operations. illips screwdriver Put 1
irst!
] 1.The saw blade is not tensioned, | T. Re-check the saw blade,
The saw blade is broken or | stuck orthe saw blade is broken | tension or replace the saw )
3 slipping, please check! 2. The broken belt detection blade Flat— blade screwdr iver Put 1
sensoris broken 2. Replace the sensor
Long time unmanned Turn the knob to "automatic
4 operation, system gear" before proceeding Allen  wrench (4,5,6,8,10, 12, 14mm) Set 1
shutdown!
The current state is manual, ) Igfhoepce;:iatilr?r;t?itraittl:r:mng
5 | clear first"Automatic gear ! The external swing knqb does 9 9 Open— ended wrench 17-19 Put 1
not select the automatic mode | automatically
: ; ; 1. Material sawing is
No‘materlal detection switch completed 1. Reload the material
6 action, please reload the 2. No material detection 2. Replace the sensor adjustable wrench 10 inches Put 1
material! sensor is broken
T. Excessive sawing speed and | T. Reduce the feed speed
The saw wheel motor is excessive load lead to thermal | and select the appropriate
7 overloaded please check! relay protection action linear speed gear Mach ine— attached saw b lade 4400%34%1. 1 Art icle 1
2. Damage to Thermal Relay 2. Replace the thermal relay
) 1 the oil pump motor overl 1, Check whether the oil pump
Oil pump motor thermal l:‘t ¢ TI plu P th ove gaded, motor is overloaded and whether
8 overload, please check! thermal relay protection action the pressure is too high. Tool bag A 1
2. Damage to Thermal Relay 2. Replace the thermal relay
Incorrect input of processing | 11,o input of processing
) . size or processing quantity. . ) . . .
9 Processmg data input error! | The processing data group size and processing quantity Instruct ions for Use share 1
is not selected. shall not be 0.
Before working automatically, ) o o )
10 clear first back to the origin! Cert if icate of Conform it|y share 1
1,water pum 1, Check whether the water pump
Water pump motor thermal h |p | P motor. overlqad, motor is overloaded, the water
11| overload, please check! thermal relay protection action |, mp motor is burned, etc. Warranty  card share
2. Damage to Thermal Relay 2. Replace the thermal relay 1
1, fast forward transfer switch failure,
Saw frame rise time back to the origin is not in place Check and replace the
12 | overtime alarm! 2, the fast forward transfer switch failure, | corresponding switch Attached  rack Set 1
back to the origin is not in place
Rear jaw back to the origin Check and replace the . . . .
13 | timeout alarm! Origin switch failure corresponding switch Band saw ing mach ine 360BCNC Ta iwan :
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Instructions for Use of New Intelligent
Speed Regulation System

1 Master screen

LOGO button to switch;

After the system is started, follow the first step, second step, third step, and fourth
steps prompted on the screen to perform corresponding operations.

Main data description: 1. Working speed: the current rate of decline of the saw
frame per minute;

2. Real-time sawing force: sawing torque of the current system;

3. Target sawing force: torque set by the operator during variable speed sawing

4. Linear speed: saw belt speed;

5. Cutting timing: statistics of the time from the beginning of feeding to the end of
sawing for each workpiece;

6. Production beat: statistics of single cycle time for workpiece cutting.

Standby

SawTenslon SawlLoose

Standly

STATS Productivity

OilPump ON Cutting Auto

=
Ib _.JI

Initial Manmual Stop

The intelligent work operation flow is as follows

1. Step 1: Click the "Oil Pump Start" button to start the oil pump, click the "Return to
Origin" button, wait for the sawing machine to return to the origin in place, and
display "Origin Satisfied ".

2. Step 2: If there is a saw belt tensioning function, you need to go to "Main Control
Page 2" and click the "Saw Blade Tensioning" button.

3. Step 3: Click the "Sawing Settings" button to enter the following interface to set
cutting parameters

Standby
Get Load ‘i Cuive Madel-Para

Step 2

Cutting-Mode Material-Select Mat. shape selection

Fﬁ?‘ .. - 0. 00
«» .00 |

0. 00

Parameter Cutout judgment
Initialization OFF

(1) Click @to select the cutting method: constant speed or variable speed;

(2) Click to select "Material" and set the default "linear speed”, "initial
working speed” and "maximum working speed” by setting this option; You can also
manually fine-tune "linear speed”, "initial working speed" and "maximum working
speed" according to the actual situation ";

(3)Click the button to select "material shape", and set this option to set the default
"speed control valve acceleration” and "speed control valve deceleration-" to
determine the sensitivity and response speed of the speed control valve; You can
also manually fine-tune "speed control valve acceleration" and "speed control valve
deceleration-" according to the actual situation -";

(4)After completing the above 3 steps, the sawing setting is completed. Click n
to enter the data setting interface and set the cutting length and other information;
Or click e to return to the "automatic mode" interface;



Instructions for Use of New Intelligent
Speed Regulation System

Sawing Len. Total NO.

Step 4: Click . to perform automatic work

3. Intelligent workflow operation completed

4. Special function description

Click m to enter the "material linear speed" setting interface

As shown in the following figure, you can set the linear speed corresponding to all
materials and set the password to 12345678

d reference table ‘IE“'

(1) Special instructions: test saw, this function is used to determine the target sawing

force
(1) The test saw function is used to obtain the appropriate target sawing force.

(2) Click m to enter the saw test interface as shown in the following figure

TE L et aTE THE ST acTrs ranialy T Cul ot o SUTLaTe speed, e The
mmaximur section is reached, click the "Gel Load" bulton 1o extract the current
fowce, and 'wait for the sawing to be completed

Saw Speed

(1) manually operate the sawing machine and adjust it to the appropriate working
speed to try to cut once.

(2) when cutting to the maximum cross-sectional area (I .e. the maximum load
position), click m to obtain the current actual sawing force as the target
sawing force, wait for the cutting to be completed and return

(2) Special instructions: working speed setting and speed control valve acceleration
and deceleration setting

ladt side, it can be propery reduced [niglal-speed
cih B Ll maruall

(1) Click -the "Sawing Setting" screen to pop up the "Work Advance Speed"”
comparison table setting interface. As shown above, press the corresponding
material button for 0.5 seconds to automatically set the "Initial Work Advance
Speed" and "Maximum Work Advance Speed" parameters

(2) The interface can manually set the "initial working speed” and "maximum
working speed" of each material, and set the password to "12345678". This
parameter is only valid in variable speed operation, and there is no restriction in
constant speed operation.
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Manual

o
T WorkStart I WorkStop
Up

Qurick

; dufle
Feed Fead Bufter

Mat B Blat - Mat
Loose Clamp . Back

Bain. . Main Mat.
Loose Clamp Feed

Detection

1. Manual mode selection mode: A. If the panel knob is switched to "Manual”, it will
be forced to manual mode.

B. If the panel knob is switched to "Auto", you need to click the "Manual Confirm"
button to enter the manual mode.

2. In manual mode, when the front pliers are released, the saw wheel is in jog mode.
After the front pliers are clamped, click "Work Start", and the saw wheel motor will
run continuously.

3. When the saw wheel is not started, only the quick-drop button can be pushed and
the quick-drop button can be pushed. At this time, clicking the work-in button is
invalid. After the saw wheel is started, click the work-in button to drop quickly and
switch to work-in after contacting the material.

4. After clicking the "buffer" button, the feeding and returning are carried out slowly.

Il Parameter setting screen

Standby

Manual

Auto

Q.00

Monitar

The parameter setting screen can set various parameters required by the system
when running:

Description of main parameters: 1. Clamping time and release time of front pliers;

2. Clamping time and release time of the rear pliers;

3. Material-free detection function: used to turn on and off the material-free
detection function;

Important function description: belt gear

1. The parameter setting of the belt gear is extremely important, which directly
affects whether the linear speed is correct

2. In-plant debugging can test the line speed of each gear; Or directly enter the line
speed of each gear in the model parameters.

3. After changing the belt gear, the customer must set the corresponding belt gear
in the interface, otherwise it will cause linear speed error and abnormal equipment
operation.

Miote: the beh gear value set by the fouch screen mat be
cansistent with the actual beft gear
Speed Raferencs

Min-Spaed  Max-Speed I
= | I 00 oo 2D .
| z 0.0 0.0 [EEER e som
- M TO TR

3 0.0 0.0 [ o
& oo 0.0 w eton

Belt goar Set _

Belt Gear Set @

—
Bo el
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lll Advanced parameter screen

In the parameter setting screen, click - and the password is "12345678" to
enter the advanced parameter setting screen.

Standby

Manual 0.0

0.0

Monitor

Alarm

X

Description of main parameters:

1. Compensation for multiple feeding:

The second compensation eliminates the error caused by the inertia of the first
feeding, generally -0.2 ~-0.3mm;

The third compensation eliminates the error caused by the inertia of the first and
second feeding, generally -0.4 ~-0.6mm;

The fourth compensation eliminates the error caused by the inertia of the first,
second and third feeding, generally -0.6 ~-0.9mm;

2. Saw wheel holding function: Select this function, and the saw wheel will not stop
after sawing is completed during automatic work.

3. Automatic stop of oil pump: Select this function. After sawing is completed, the
unmanned operating system will automatically stop and turn off the oil pump motor
within the set time. Customers can set the time according to their actual needs.

4. Quick drop lever function: This option is used to distinguish whether there is a
quick drop model or not; The customer sets the fast rewind delay time according to
actual needs, and the first fast rewind time.

5. Broken belt detection function: used to turn on and off the broken belt detection
function; Broken belt detection time: The broken belt detection switch cannot detect
the maximum time for the driven wheel to rotate. If the set time is exceeded, the
system will alarm

IV Model parameter screen

In the advanced parameter setting screen, click the "Model Parameters" button to
enter the model parameter setting screen.

Standby

Manual

Monitor

Alarm

Resat

All Para

1. Feeding cylinder stroke: set the maximum stroke of single feeding, the default is
430mm

2. Positioning and buffering distance: the buffering and returning distance when
returning and positioning size, with a default of 6mm

3. Motor power setting: the default is 4000W according to the motor nameplate
setting

4. Saw wheel diameter: 420mm by default

5. Frequency Address of Inverter: Hechuan Inverter Set 90 00

The above parameters have been set up at the factory. Customers should not easily
modify the above parameters to avoid abnormal operation of the equipment;

6. Process selection in saw: the change option is used to distinguish between the
middle numerical control of saw and the conventional numerical control;

7, hydraulic tension: choose whether to use solenoid valve control hydraulic tension;
8. Important function description: valve calibration

5. This function is mainly used to calibrate the speed control valve to match this
equipment.
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V Standby VI Setting

o WG

Calibration

Click the - to enter the man-machine setting screen.

2. Press the m for a long time to enter the calibration procedure of the
touch screen. When the touch screen is not very sensitive, it can be calibrated

3. Time setting: When the time is not on time, the customer can reset the time. You
need to press the [ to modify the time.

4. Brightness adjustment: The brightness of the screen can be adjusted through the
progress bar

5. Click - to switch between Chinese and English
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IV Alarm troubleshooting

The current processing . procgssing size.or. The input of processing
task has been completed, Re-enter data 9 | Processing data input error! processing quantity input size and processing
please re-enter! error, processing data .
group is not selected quantity shall not be 0
The oil pulmp is not ) Start th; oil pun};\p newly Before working
st.?rted, pfgas:—z start the and perform other 10 |automatically, please
oil pump first: operations. return to the origin first!
1The saw blade is not 1, water pump motor 1, check whether the
_ tiahtened. stuck or th 1.Re-check the saw blade, overload, thermal relay | pump motor is
The saw blade is broken | !9 lflnil 'S Ec I?r € | tighten or replace the saw Water pump motor protection action overloaded, pump
or slipping, please check!| SaW Plade is broken. | blade 11 |thermal overload, 2. Thermal relay is motor burned, etc.
2Broken band detection | '
sensor is broken 2.Replace the sensor please check! damaged 2. Replace the thermal
relay
Long t:'ne unTannidtd | 1. The voltage is too
operation, system shutdown! low, causing the speed | 1 properly increase the
. . . The speed control valve control valve driver to switching power supply
The current state is manual, | The external selector knob | Tumtheknob to "automatic 12 |fails to return to zero return to zero. voltage
" . " . " and then return to the ’ 2. The speed control
please call "automatic gear" | does not select automatic | 9ear an ! please click to return to | yave is stuck and the 2. Replace the speed
first "1 mode origin or start automatically.
: zero! speed control valve fails | control valve
. . . ) to return to zero.
thmhatertl.al detlectlon ;_.ll:l/latenzil sa\;vcljngt :gmpleted 1. Reload material
switch action, please o material detection 2. Replace the sensor The saw blade is not
reload the material! sensoris broken tensioned, please
1.Sawing speed is too 13 tighten the saw blade
fast, load is too large, before starting!
inverter exceeds
The saw wheel motoris | Maximum torque alarm | Reduce the feed speed
2.When the sawing and select the appropriate L 1. Fast forward transfer
overloaded, please check! 5 . Saw frame rise time . . Check and replace the
torque reaches 140%, linear speed gear. 14 ) switch failure, return to di itch
the intelligent speed overtime alarm! the origin is not in place | <°"¢*PONAIN9 switc
control driver will give
an alarm.
1. il pump motor 1, checkwhet.herthe oil 2. Fast forward transfer
Oil pump motor thermal | overload, thermal relay pimtzm(:rt]or ° overloa.\d::‘d, 15 Rear jaw back to the switch failure, return to | Check and r.eplace' the
overload, please check! protection action ‘Pl:ligi ei(r: € pressure 1stoo origin timeout alarm! the origin is not in place | corresponding switch
h ELe. 3. Origin switch failure
2. Thermal relay amage 1. Replace the thermal relay
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