


































































































BANDSAW OPERATIONS - OD1646 - LESSON 1/TASK 1

Number 120 (or number 150) grain (fine) should be used for fine polishing
operations.  The bands are preformed in continuous bands in appropriate
sizes to fit the bandsaw machine.

FIGURE 34.  BAND POLISHING GUIDE.

(b) Selection of Polishing Bands.  Polishing bands should be selected
according to the particular job to be performed.  For general removal of
tool marks and for smoothing edges, the number 50 grain polishing band
should be used.  This band will remove small amounts of metal by grinding,
and is not, in the true sense of the word, a polishing band.  When finer-
grain polishing bands are used on the bandsaw machine, soft metals like
aluminum or cast iron should not be polished, or the band will quickly fill
with metal particles, reducing the cutting action of the polishing band.

(3) Polishing Speeds.  Polishing bands should be moved at speeds between
75 and 260 feet per minute (fpm), the faster speeds being used for softer
materials and the slower speeds being used for harder materials.  The band
speed for polishing is determined by the application.  For grinding, a 50
grain polishing band should be used at speeds between 50 and 300 fpm.  For
general/coarse
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polishing, a 80 grain polishing band should be used at speeds between 850
and 1000 fpm.  For fine polishing, a 120 (or 150) grain polishing band can
be used at speeds between 850 and 1500 fpm.

(4) Polishing Feeds.  Feeds should be light for polishing operations.
Use a slow, sideways motion so that the polishing band will leave no marks
on the workpiece.  If the band does not remove the tool marks quickly, a
coarser polishing band should be used.

NOTE

The procedures used for polishing using bandsaw
machine model 2612-1M are presented here as an example
of band polishing procedures.  Band polishing
procedures are similar for all bandsaw machine models.

(5) Setting Up for Band Polishing.  Set up for band polishing with the
model 2612-1M bandsaw machine using these steps:

(a) Remove the table center disk.

(b) Mount the polishing band guide backup support to the lower adapter
as for filing.

(c) Lower the post to four inches from the table.  Then mount the band
polishing guide on the post and secure it with the two thumb screws.

(d) Occasionally, graphite powder should be rubbed into the guide fabric
to lubricate and to increase the life of the polishing bands.

(e) Mount polishing band to travel in direction of arrow printed on the
back side of polishing band.  The correct polishing band tension is the same
as that used for a 1/16 inch wide carbon saw blade.

(f) Install the special center adapter plate in the table.

(g) Do not use coolant with the polishing band.
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5. Conclusion

The metal cutting vertical bandsaw machine has many uses.  It can be used
for straight or contoured sawing.  It can make internal or external cuts.
It can also be used for filing and polishing.  Understanding how the bandsaw
machine is used will help in performing the repair, adjustment, and
troubleshooting procedures that will be described in lesson two.
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PRACTICAL EXERCISE 1

1. Instructions

Read the scenario and respond to the requirements that follow the scenario.

2. Scenario

You have been assigned to a military advisory group (MAG) and will be
traveling to Riyadh, Saudi Arabia.  The purpose of the MAG assignment is to
familiarize a group of their representatives with the use and maintenance of
certain items of power equipment.  It will be your job to make sure that the
Saudi representative has enough knowledge of the bandsaw machines available
to his people so that the machines may be safely used and properly
maintained.

3. First Requirement

In an effort to introduce them to the capabilities of models of bandsaw
machines that may be available to them, you are prepared to discuss, among
others, the following attachments:

Choose from the list the accessory that is best described by each of the
following statements:

Angular blade guide

Rip Fence

Disk cutting

Miter guide

Screw feed

a. The ____________________________ is a device used for precision contour
sawing of heavy work.  It is a hand-operated method of feeding the workpiece
into the blade or file.

b. The _____________________________ attachment is a device used to support
and guide workpieces to the bandsaw blade so that the workpiece may be cut
at a specific angle.

50



BANDSAW OPERATIONS - OD1646 - LESSON 1/PE 1

c. The _______________________ attachment twists the bandsaw blade so
that large or long workpieces that would not normally clear the bandsaw
machine column can be cut.

d. The _______________________ attachment permits the cutting of true
circles, either internally or externally.

e. The ________________________ helps in making even, straight cuts.

4. Second Requirement

Define or describe the following:

a. Kerf

b. Raker setting

c. Pitch of teeth

d. Annealing

e. Bastard-cut files

5. Third Requirement

During the annealing process, the welder and blade have been properly set
up.  Describe the annealing process on the model 2612-1M bandsaw machine for
(a) carbon blades and for (b) Dart blades.
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LESSON 1.  PRACTICAL EXERCISE – ANSWERS

1.  First Requirement

a.  Screw feed device

b.  miter guide

c.  angular blade guide

d.  disk cutting attachment

e.  rip fence

2.  Second Requirement

a.  A kerf is a cut made by a bandsaw blade.

b.  The raker setting is the setting of the teeth for most bandsaw
machines.  Raker tooth blades have one tooth bent to the right, the next
tooth bent to the left, and the third tooth set straight.

c.  The pitch of bandsaw blade teeth is the number of teeth per linear
inch of the blade.

d.  Annealing is the process or reheating metal and allowing it to cool
slowly, thereby returning it to an approximation of its original temper.

e.  bastard-cut files are double-cut files of medium pitch, usually used
for filing steel and other hard metals.

3.  Third Requirement

(a) Carbon Blades.  If a carbon blade is being annealed on the model
2612-1M bandsaw machine welder, press and jog the anneal switch pushbutton
until the weld is a dull cherry to cherry red in color.  Then allow the
blade to cool slowly by decreasing the jogging frequency.

(b) Dart Blades.  To anneal a Dart blade, heat the blade slowly until
the weld becomes a deep blue color.  Continue to heat by jogging the anneal
switch pushbutton until the width of the blue color is one-half the length
of the band exposed between the jaws.  Do not overheat or the temper of the
band adjacent to the weld will be damaged.  Cool quickly by releasing the
button.
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LESSON 2

BANDSAW MAINTENANCE AND TROUBLESHOOTING

TASK 1.  Describe the methods used to repair and adjust the bandsaw.

CONDITIONS

Within a self-study environment and given the subcourse text, without
assistance.

STANDARDS

Within one hour

REFERENCES

No supplementary references are needed for this task.

1. Introduction

A knowledge of the procedures for properly operating a bandsaw machine will
be helpful in learning how to maintain the machine, and will be particularly
useful in learning to isolate the causes of malfunctions in bandsaw
machines.  In this task, the procedures required for performing maintenance
on three models of bandsaw machines will be discussed.  These models are:
model 1612-0, model 2612-1M, and model 2614-1.

In the second task of this lesson, the troubleshooting procedures for these
three bandsaw models will be described.

2. Maintenance Procedures for the Model 1612-0 Bandsaw Machine

Maintenance procedures for the model 1612-0 bandsaw machine include
replacing the wheel tires, checking and adjusting the wheel brushes,
adjusting and replacing drive belts, lubricating the head assembly, cleaning
and lubricating the variable speed pulley, and replacing the saw guide
backup
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bearing caps.  Maintenance of the electric motor is accomplished by
following the manufacturer's instructions located on the tag attached to the
motor.  Lubrication requirements can be found, when needed, in TM 9-3419-
227-10, page 27.

a.  Wheel Tires.  When the tires are completely worn out, they should be
replaced.  Replace them by loosening the tire with a screwdriver.  Stretch
the tire until it can be removed.  Scrape the wheel clean, and apply new
cement before installing a new tire.

b.  Wheel Brushes.  The wheel brush should be checked occasionally.  If it
is worn so that it is no longer contacting the wheel face, loosen the
adjusting screws and move the brush up to the wheel.  Replace the brush as
required.

c.  Drive Belts.  The belts driving the speed indicator and the input
sheave will stretch slightly after initial use.  The stretch of the belts is
automatically taken up by the counterbalancing weight of the drive motor
(figure 35 on the following page) on its mounting hinge.

(1) Replacing the Belts.  The belts can be easily replaced by lifting up
the drive motor and blocking it in place.  After the drive motor is lifted
and blocked, the belts can be slipped off their pulleys and new belts can be
installed.

(2) Adjusting the Motor Bracket.  The motor bracket (figure 35) is
adjusted to control "hopping" or climbing of the drive motor in its belt.
Adjust the bracket to just clear the motor plate when at its highest
position during operation.

d. Head Assembly.  The head assembly on the model 1612-0 bandsaw machine
is shown in figure 36 on page 56.  Access to the head assembly can be easily
gained by lifting the upper wheel up and out of the bracket on the slide
assembly (refer to figures 35 and 36).  Oil should occasionally be wiped on
the post, and the post should be run up and down through the slide block
several times.  The upper wheel slide and band tension screw should be oiled
monthly.  The wheel bearings are sealed and lubricated for life.
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FIGURE 35.  MODEL 1612-0 MAINTENANCE
LOCATIONS - REAR VIEW.

e. Variable Speed Pulley.  Every six months, the variable speed pulley
unit should be removed.  It should be washed and cleaned with solvent.  Then
it should be reoiled and installed.  The pulley shaft bearings are
lubricated from an oil cup (figure 37 on the following page) in the shaft
end.  The center sheave, which floats sideways as well as rotates, is
lubricated by a wick which is immersed in oil which travels through the
hollow shaft from the oil cup.  Check to be sure the center sheave of the
pulley is free to shift sideways.  The faces of the variable speed pulley
should be checked for scoring which could damage the belts.
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FIGURE 36.  THE HEAD ASSEMBLY (MODEL 1612-0).

FIGURE 37.  SECTIONAL VIEW OF THE VARIABLE
SPEED PULLEY - MODEL 1612-0.
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CAUTION

Do not over-lubricate, since oil will coat the belts
and cause slippage.

f. Saw Guides.  When the saw guide backup bearing caps become worn or
grooved, they should be replaced.  On the 1/16 to 1/2 inch guides, the
bearings, caps, and shaft are replaced as a unit.  When replacement is
required, loosen the set screw holding the bearing assembly.  Then replace
the complete assembly.  On the 5/8 to 3/4 inch guides, the bearing cap and
shaft are replaced by removing the snap ring and pulling out the bearing cap
and shaft.  The bearings are installed with a light press fit and can be
easily replaced.  Both types of bearings are permanently lubricated and need
no further lubrication.

g. Air Pump.  The rotary air pump on the model 1612-0 bandsaw machine
should not be oiled.  The vanes are made of plastic, and oil tends to
destroy them.  Use powdered graphite very sparingly.  This graphite is
forced into the pump through the air inlet while the pump is in motion.
Remove the air cleaner and wash it in gasoline or solvent monthly.

3. Maintenance Procedures for the Model 2612-1M Bandsaw Machine

Maintenance procedures for the model 2612-1M bandsaw machine include
adjusting and replacing the wheel brushes, replacing the wheel tires,
cleaning and lubricating the variable speed pulley, replacing the saw
guides, adjusting and replacing the drive belts, adjusting the band tension
indicator on the head assembly, and flushing the transmission.  The electric
motor is maintained following the manufacturer's instructions located on the
tag attached to the motor.

a. Wheel Brushes.  The wheel brushes should be checked occasionally.  If
a brush is worn so that it is no longer contacting the wheel face, the
adjusting screws should be loosened and the brush moved up to the wheel.  A
worn brush should be replaced.

b. Wheel Tires.  To replace a wheel tire (figure 38 on the following
page), follow this procedure:
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FIGURE 38.  REPLACING A WHEEL TIRE - MODEL 2612-1M.

(1) Remove the two retainers from the front of the band wheel.

(2) Remove the tire retaining rings.

(3) Drive the tire off the wheel.  If necessary, saw off the steel
backing.

(4) Mount new tires so that the two notches in the steel backing are in
alignment with the two tire retainers.

(5) Put the new tire on with light taps of a soft-faced hammer, rotating
the wheel about 30 degrees as each tap is made, until the tire is against
the flange of the wheel.

(6) Replace the retainers and the tire retaining rings.

c. Variable Speed Pulley.  Every six months, the variable speed pulley
unit (figure 39 on the following page) should be removed so that it can be
washed and cleaned with a solvent.  After it has been cleaned, it should be
reoiled and installed.  Check the pulley to see if the center sheave is free
to shift sideways.  The variable shaft bearings are lubricated from an oil
cup in the shaft end.  The center sheave, which floats
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sideways as well as rotates, is lubricated by a wick which is immersed in
oil.  This oil travels through the hollow shaft from the oil cup.  The
variable speed pulley faces should be checked for scoring which could damage
the belts.

FIGURE 39.  VARIABLE SPEED PULLEY - MODEL 2612-1M.

CAUTION

Do not over lubricate the pulley.  Excess lubrication
could coat the belts and cause slippage.

d. Saw Guides.  The saw guide bearings are replaced by removing the snap
ring and pulling out the bearing cap and shaft.  The bearings are installed
with a light press fit, and can be easily
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replaced, when required.  The bearings are sealed and packed for life with a
special lubricant.

e. Drive Belts.  The belts driving the variable pulley and input sheave
will stretch slightly after initial use.  The stretch of the belts is
automatically taken up by the counterbalancing weight of the drive motor on
its mounting plate (figure 40).  The motor is mounted on a pivoted plate.
The large spring to the left of the pivot is adjusted to counterbalance the
weight of the motor on the drive belts.

FIGURE 40.  BELT DRIVE SYSTEM - MODEL 2612-1M.

(1) Adjusting the Belts.  To adjust the belts, adjust the nuts on the
counterbalance spring so that there is enough tension on the drive belts to
prevent slippage.  If the motor is insufficiently counterbalanced,
unnecessary wear on the variable pulley sheaves, bearings, and shaft will
result.  Too much counterbalance will cause the motor to "climb the belt" or
"hop" excessively.

(2) Changing the Belts.  To change the belts on the model 2612-1M
bandsaw machine, perform these steps:
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(a) Loosen the air pump mounting bolts enough to move the pump and
remove the belt.

(b) Tilt the pivoted motor plate, and place a block under it.

(c) After the motor plate is blocked, the two drive belts can be removed
and replaced with new belts.

f.  Head Assembly.  The wheel bearings are sealed and lubricated for life.
If it is necessary to adjust the band tension indicator, first loosen the
set screw clamping the wire leading to the indicator.  Then take all the
slack out of the band with the band tension control.  Adjust the indicator
pointer to zero and lock the linkage arm to the wire.  A more accurate
calibration can be obtained by using a band tension measuring instrument.

g.  Transmission.  The transmission should be drained, flushed, and
refilled after the first month of use, and then at least every six months.
It should be filled until the oil level is at the level of the filler plug
in the elbow.  Use SAE number 20 oil.  Check for seal leaks around the
shafts.  Any rough operation, vibration, loud or unusual noises should be
investigated immediately.  It is recommended that the transmission be
returned to the factory for repairs.  Installing a new transmission
correctly is extremely important because of the careful alignment involved.
If the shifter plate has been removed for any reason, do not attempt to
operate the shift lever.

4.  Maintenance Procedures for the Model 2614-1 Bandsaw Machine

Maintenance procedures for the model 2614-1 bandsaw machine include
lubrication of the head assembly, adjustment of the band tension indicator,
replacement of the wheel tires, adjustment of the wheel brushes, and
flushing the transmission.  Maintenance of the electric motor is limited to
the manufacturer's instructions located on the tag attached to the motor.

a. Head Assembly.  The wheel bearings are sealed and lubricated for life.
The upper wheel slide and the band tension screw are lubricated by grease
fittings.  Occasionally, oil should be wiped on the
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post, and the post should be run up and down through the slide block several
times.  If it is necessary to adjust the band tension indicator, first
loosen the setscrew clamping the wire leading to the indicator.  Then take
all the slack out of the band with the band tension control.  Adjust the
indicator pointer to zero and lock the linkage arm to the wire.  A more
accurate calibration can be obtained by using a band tension measuring
instrument.

b. Wheel Tires.  When the wheel tires are completely worn out, they
should be replaced.  This is accomplished by loosening the tire with a screw
driver and stretching it until it can be taken off.  The wheel should then
be scraped clean.  New cement must be applied before installing a new tire.

c. Wheel Brushes.  Check the wheel brush (figure 41) occasionally.  If it
is worn so that it is no longer contacting the wheel face, loosen the
adjusting screws and move the brush up to the wheel.  Replace the wheel
brush as needed.

FIGURE 41.  ADJUSTING WHEEL BRUSHES - MODEL 2614-1.
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d. Transmission.  Check the oil level of the transmission (figure 42) as
required.  After the first month of operation and at least every six months
after that, the transmission should be drained, flushed, and refilled.  Fill
the transmission to the top of the fill pipe, but do not overfill.  Use high
quality, rust and oxidation inhibited, medium hydraulic and general purpose
industrial oil, ASTM grade number 315.  Check for seal leaks around the
shafts.  Any rough operation, vibration, loud or unusual noises should be
investigated immediately.  Since installing a new

FIGURE 42.  MODEL 2614-1 DRIVE COMPARTMENT.
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transmission correctly is extremely important because of the careful
alignment involved, it is recommended that the transmission be returned to
the factory when repairs are required.  If the shifter plate has been
removed for any reason, do not attempt to operate the shift lever.

5. Conclusion

It is obvious that many of the maintenance procedures for the three bandsaw
machines being described here are similar.  A firm grasp of these
maintenance procedures will be helpful in isolating faults when
troubleshooting, as described in the next task.
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LESSON 2

BANDSAW MAINTENANCE AND TROUBLESHOOTING

TASK 2.  Describe the procedures for troubleshooting the bandsaw.

CONDITIONS

Within a self-study environment and given the subcourse text, without
assistance.

STANDARDS

Within two hours

REFERENCES

No supplementary references are needed for this task.

1. Introduction

Lesson one provided a description of the uses of a bandsaw machine and the
proper methods for operating a vertical bandsaw machine.  In the first task
of lesson two, maintenance procedures for three different bandsaw machines
were discussed.  A thorough working knowledge of operational and maintenance
procedures is required before troubleshooting procedures can be
accomplished.  This task will discuss the procedures used for isolating
malfunctions (troubleshooting) for these three models of bandsaw machines.

2. General Troubleshooting

When a problem occurs in equipment, from the failure of either a mechanical
or electrical component, it is necessary to understand how to isolate the
cause of the problem so that it can be fixed.  Troubleshooting is the
logical process used to isolate the cause of a malfunction by identifying
the symptoms, isolating the fault so that corrective action can be taken.
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a. Identifying the Symptom.  The identification of the symptom of a
malfunction in one of the three models of bandsaw machines is merely a
descriptive statement of what is going wrong during an attempt to operate
the machine.  Examples might be: TRANSMISSION WILL NOT STAY IN GEAR or
SURFACE FINISH ON WORK TOO ROUGH.

b. Isolating the Fault.  Once the symptom has been accurately described,
it is necessary to isolate the cause of the problem.  This is done by
performing steps in a logical sequence as described in the appropriate
technical manual (TM).  These fault isolation steps are organized so that
the most frequent or obvious possibilities are checked first and the rarer
causes of the malfunction symptom are performed last, if the cause of the
malfunction has still not been found.

c. Correcting the Fault.  The fault isolation steps listed in the
appropriate TM for any given symptom should be performed only up to the
point where a fault is found.  The component causing the problem should then
be checked, adjusted, or replaced, and the bandsaw machine test operated to
ensure that the problem has been fixed.  If the problem still exists, fault
isolation using the troubleshooting list should continue until test
operation proves that the fault has been corrected.  Usually, when
troubleshooting the bandsaw machine models discussed in this subcourse, the
fault remedy is self-evident.  For example, if the fault isolation list
requires that the transformer be checked, and the transformer is found to be
bad, then the transformer should be replaced.  Following replacement, test
operation should be performed to confirm that the malfunction no longer
exists.

NOTE

The emphasis of this task is to describe
troubleshooting procedures, i.e., the isolation of the
causes of specific malfunctions in bandsaw machines.
Since the corrective procedures for most of the
problems are self-evident, they will not be discussed
in detail in this subcourse.  When performing actual
troubleshooting, always have the appropriate TM
available, and follow the procedures described there.
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3. Troubleshooting Fault Symptoms in the Model 1612-0 Bandsaw Machine

The malfunction symptoms and their possible causes for problems in the model
1612-0 bandsaw machine are described below.  As stated earlier, the remedies
for these possible causes will not be discussed in detail here.  Operational
solutions to problems, such as selecting a blade of the proper pitch, can be
found in TM 9-3419-227-10, pages 8 through 26.  Lubrication and maintenance
solutions for malfunctions can be found in TM 9-3419-227-10, on pages 27
through 31.  This TM should always be available before actual repair or
troubleshooting procedures are performed.

a. Troubleshooting the Malfunction: MACHINE WILL NOT START.  When the
model 1612-0 bandsaw machine will not start, three checks should be made in
an attempt to locate the cause of the problem.

(1) First, check the main fuses and the control circuit fuse.  Replace
any fuse that is defective.  If a fuse is replaced, try to start the machine
to see if the problem has been solved.  If the machine still will not start,
perform the next step.

(2) Check the reset on the band drive motor starter (if a starter is
used).  Starting and stopping the machine a number of times in quick
succession, or an overload, will trip the starter heater.  After locating
and correcting the trouble, push in the reset button.  If the heater relay
has been set for automatic operation, it will not be necessary to push the
reset button, but will only be necessary to wait for the relay to cool.  Try
starting the machine.  If the machine will not start, perform the next step.

(3) Check the transformer, and replace it if necessary.  Test operate to
ensure that the problem has been fixed.

b. Troubleshooting the Malfunction: SEVERE MACHINE VIBRATION.  There are
three possible causes for severe machine vibration.

(1) Check to see if the band wheels are balanced.  If the band wheels
are not balanced, machine vibration could result.  Balance the wheels if
necessary.
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(2) If the band wheels are balanced, and vibration is still present,
check to see if the variable pulley components are balanced.  If they are
not balanced, vibrations could result.  Balance the components of the
variable pulley, if needed.  Then test operate to see if the trouble has
been fixed.

(3) If severe machine vibration is still present, check to see whether
the variable drive belts are unbalanced.  Balance the drive belts, if
required, then test operate to ensure that the malfunction no longer exists.

c. Troubleshooting the Malfunction: SEVERE SAW BAND VIBRATION DURING
SAWING.  When severe saw band vibration occurs during sawing operations,
make these checks:

(1) Check the band speed.  Saw band vibration can be caused by the
selection of the incorrect band speed.

(2) If the band speed is correct, the pitch of the saw blade may be
incorrect.  Check the pitch of the saw blade, and select a blade of the
proper pitch.

(3) If a blade with the proper pitch is in use, but severe saw band
vibration is still present, the choice of coolant may be incorrect.  Select
the proper coolant to solve this problem.

(4) If the coolant being used is correct, it is possible that the feed
pressure is incorrect.  Vary the feed pressure to see if this is causing the
trouble.

(5) Severe saw band vibration can occur if the work piece is not firmly
clamped to the table.  If this is the case, adjust the clamps to solve the
problem.

(6) Worn or improperly adjusted saw guide inserts can cause saw band
vibration.  Adjust or replace the saw guide inserts, as required.

(7) A worn saw guide backup bearing could be causing the problem.  Check
the saw guide backup bearing and replace it, if needed.
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(8) When the heavy work slide or the heavy work clamp is used, special
support must be used under the workpiece.  If special support is not used,
saw band vibration could result.

d. Troubleshooting the Malfunction: TRANSMISSION WILL NOT STAY IN GEAR.
If the transmission will not stay in gear, the most probable cause is worn
gears.  The machine should be returned to the factory for transmission
repairs.

e. Troubleshooting the Malfunction: TRANSMISSION WILL NOT SHIFT INTO
GEAR.  Three conditions could cause the transmission to fail to shift into
gear.

(1) It is possible that the transmission will not shift into gear
because there is a loose setscrew or broken rollpins in the shift linkage.
Check the shift linkage for a loosened setscrew and for broken rollpins and
repair, as needed.

(2) If the components of the shift linkage are not causing the problem,
the shift mechanism in the transmission may be jammed.  If this is the case,
the machine should be returned to the factory for service.

(3) The sliding clutch jaws in the transmission may be jammed or
damaged, causing the transmission to fail to shift into gear.  When this is
the case, the machine should be returned to the factory for service.

f. Troubleshooting the Malfunction: SAW BAND IS CUTTING INACCURATELY.
When the saw band is cutting inaccurately, a number of checks should be made
to find the cause of the trouble.

(1) First, check for worn blade teeth.  Replace the blade if the teeth
are worn.  Then test operate to see if the problem has been solved.

(2) If the scale on the workpiece has not been removed, inaccurate cuts
will result.  Remove the scale from the workpiece, if needed.

(3) The workpiece may have become hardened by the grinding performed to
remove the scale.

(4) The blade may be too wide for the radius being cut.  Check the blade
width, and select the proper blade, if necessary.
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(5) The saw band or the insert may be improperly aligned.  Make the
required alignments, and test operate to see if the problem has been fixed.

(6) It is possible that inaccurate cuts are the result of the post not
being square to the table.  Correct this problem by squaring the post to the
table.

(7) Using the incorrect feed force can cause inaccurate cuts.  Adjust
the feed force, as needed to correct the problem.

(8) Inaccurate band speeds can also cause inaccurate cuts.  Adjust the
speed, as needed to solve the problem.

(9) If coolant is not applied evenly to both sides of the saw band,
inaccurate cuts may result.  Check for this condition and correct it, if
necessary.

(10) If the saw guide on the upper post is not located close enough to
the workpiece, inaccurate cuts may result.  Adjust the position of the saw
guide, if needed.

(11) Choosing the incorrect saw band could cause the problem of
inaccurate cuts.  Select the correct saw band, as required.

(12) Inaccurate cuts can also result from incorrect saw band tension.
More tension should be used for a Dart blade than for a carbon blade.  Check
the band tension, and adjust it, as needed.

g. Troubleshooting the Malfunction: SURFACE FINISH ON THE WORK IS TOO
ROUGH.  When the surface finish on the workpiece is too rough, then any of
the following conditions could be the cause.  Check these conditions and
make corrections or adjustments, as needed:

(1) The saw guide inserts may be worn.  Readjust them, as needed.

(2) The saw band speed may be too low.

(3) The saw band pitch may be too coarse.

(4) The feed may be too heavy.

70



BANDSAW OPERATIONS - OD1646 - LESSON 2/TASK 2

(5) Vibration could cause this condition.  See paragraphs 3b, beginning
on page 67, and 3c, beginning on page 68, to solve vibration problems.

h. Troubleshooting the Malfunction: SAW BAND TEETH STRIPPING.  Saw band
teeth stripping is usually caused by chip welding.  It may also be caused by
the following:

(1) The saw band pitch may be too coarse for a thin work section.

(2) The workpiece may not be held firmly enough to stop vibration.

(3) The feed pressure may be too high.

(4) The band speed may be too low.

i. Troubleshooting the Malfunction: PREMATURE SAW BAND BREAKAGE.
Premature saw band breakage is usually caused by teeth stripping.  It may
also be caused by the following conditions:

(1) The saw band speed may be too low.  Adjust the speed as needed to
correct the problem.

(2) The feeding force may be too high.  Adjust the feed, as required.

(3) The pitch of the saw band may be too coarse.  Use a finer pitch
band.

j. Troubleshooting the Malfunction: PREMATURE DULLING OF SAW BAND TEETH.
Premature dulling of the saw band teeth may be caused by any of these
conditions:

(1) The saw band must be broken in on the first few cuts by using a
reduced feed pressure and speed.  If the saw band is not broken in, dulling
of the saw band teeth can occur.

(2) The band speed may be too high, causing abrasion.  Reduce the speed,
as needed.

(3) The saw band pitch may be too coarse.  Choose a band with a finer
pitch.

(4) Premature dulling of the saw band teeth can occur if the wrong type
of coolant is used, or if no coolant is used.
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(5) The feed pressure may be too light.  Increase the feed pressure as
required to solve the problem.

(6) The coolant may not be covering the saw band.  Make adjustments, as
needed.

(7) The cutting rate may be too high.

(8) The material being cut may be faulty, having a heavy scale,
inclusions, hard spots, etc.

(9) The material analysis may be incorrect.

(10) Saw band vibration can cause premature dulling of the blade.

(11) If a chipped tooth is lodged in the cut, the saw blade will dull
prematurely.

(12) Chip welding can also cause premature dulling of the blade.

(13) If the inserts are too large for the blade width, the inserts may
hit the set teeth, causing the blade to dull prematurely.

k. Troubleshooting the Malfunction: MOTOR RUNS BUT THE BAND DOES NOT
MOVE.  Several conditions could cause the band to remain stationary even
when the motor is running.

(1) The drive belts could be broken, or they may be off the pulleys.
Replace or adjust the belts, as needed.

(2) Over-oiling of the variable pulley may have coated the pulley (and
subsequently the belts) with oil, causing the belts to slip.

(3) The drive belt tension may be too low.  Adjust the tension on the
drive belt, as needed.

(4) Using the wrong size of drive belt can also cause this problem.

(5) If the band tension is incorrect, the motor could run while the band
remained stationary.

l. Troubleshooting the Malfunction: BAND SLIPS OFF THE WHEELS.  Three
conditions could cause the band to slip off the wheels:
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(1) The upper wheel may not be aligned correctly, so that the band does
not track on the center of the wheel tire.  Adjust the track of the band, as
required.

(2) Too much coolant or the wrong type of coolant can cause the band to
slip off the wheel tires.

(3) The initial machine alignment may be wrong.  When this is the case,
refer to TM 9-3419-227-10, page 3 for the procedure needed to solve the
problem.

m. Troubleshooting the Malfunction: EXCESSIVE INSERT AND BLADE WEAR.
When there is excessive insert and blade wear, make these checks:

(1) Check to see if the inserts are adjusted too tight on the blade.
Make adjustments as needed.

(2) Check to ensure that the band is being lubricated properly.  High
band speed causes friction.  Coolant should be used to lubricate the band.

(3) Check to see if the rollers on the roller guides are adjusted too
tight on the blade.  Loosen the roller guides, if needed.

(4) The chip brush may be worn, or may not be adjusted properly,
allowing the chips to stay on the wheel.  Check for this condition, and make
the necessary repairs.

n. Troubleshooting the Malfunction: FILE BAND BREAKS.  When the file band
breaks, two conditions could be the cause:

(1) The feed force may be too high.  Adjust the feed force to solve the
problem.

(2) The wrong type of file band may be in use.  Make sure that a file
band of the proper shape, width, and number of teeth is being used for the
material in the workpiece.

o. Troubleshooting When There is a POOR FINISH FROM BAND FILING.  A poor
finish from band filing could be the result of any of the following
conditions:
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(1) The feed force could be too high.  Reduce the feed force, as needed.

(2) The file band may not be assembled correctly.

(3) The band tension may be too high.  Set the band tension at the
setting used for a 1/8 inch wide carbon band.

p. Troubleshooting the Malfunction: FILE BAND TEETH BECOME LOADED.  If
the band teeth become loaded, clean the teeth immediately and then check for
these conditions:

(1) The feed force may be too high.  Adjust the feed, as needed.

(2) It may be that no coolant is being used.  Use coolant to improve the
finish.

(3) The wrong shape of file may be in use, or the file may have the
wrong number of teeth for the material of the workpiece.

q. Troubleshooting When There is NO COOLANT FLOW.  If there is no coolant
flow, check for the presence of one of these conditions and remedy the
situation, as required:

(1) Check to see if the coolant applicator nozzle is jammed.

(2) Check to see if the coolant hose is clogged or kinked.

(3) Check to see if the coolant reservoir is empty.

4. Troubleshooting Fault Symptoms in the Model 2612-1M Bandsaw Machine

The malfunction symptoms, together with their possible causes, for the model
2612-1M bandsaw machine are similar to those described for the model 1612-0
machine.  As stated earlier, the remedies for these possible malfunctions
will not be discussed in detail here.  Operational solutions to problems,
such as adjusting the speed controls, can be found in TM 9-3419-228-10,
pages 4 through 20.  Lubrication instructions and maintenance solutions for
malfunctions, such as adjusting the
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drive belts, can be found in TM 9-3419-228-10, on pages 21 through 25.  This
TM should always be referred to when actual repair or troubleshooting
procedures are performed.

a. Troubleshooting the Malfunction: MACHINE WILL NOT START.  When the
model 2612-1M bandsaw machine will not start, three conditions could-be
causing the problem.  To locate the source of the trouble, make these
checks.

(1) First, check the main fuses and the control circuit fuse.  Replace
any fuse that is defective.  If a fuse is replaced, try to start the machine
to see if the problem is still present.

(2) If all the fuses are good but the machine will still not start,
check the reset on the band drive motor starter (if a starter is used).
Starting and stopping the machine a number of times in quick succession, or
an overload, will trip the starter heater.  After locating and correcting
the trouble, push in the reset button.

(3) If the machine will still not start, check the transformer.  Replace
the transformer if necessary.  Test operate to ensure that the problem has
been eliminated.

b. Troubleshooting the Malfunction: MACHINE VIBRATION.  Machine vibration
may be the result of the presence of either of two conditions.

(1) The band wheels may have become unbalanced.  Check to see if the
band wheels are balanced.

(2) If the band wheels are balanced, and vibration is still present, it
is possible that the drive belts may have been replaced by belts which are
unbalanced.  Balance the drive belts, as required, then test operate to
ensure that the malfunction no longer exists.

c. Troubleshooting the Malfunction: SAW BAND VIBRATION DURING SAWING.
When saw band vibration occurs during sawing operations, make these checks:

(1) Check the band speed and the feed force.  Saw band vibration can be
caused by the selection of the incorrect band speed or by the incorrect feed
pressure.  Make adjustments as needed to correct the problem.
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(2) If the band speed and feed are correct, the pitch of the saw blade
may be incorrect.  Check the pitch of the saw blade, and select a blade of
the proper pitch, if required.

(3) Saw band vibration can occur if the workpiece is not firmly clamped
to the table.  If this is the case, adjust the clamps to solve the problem.

(4) Worn or improperly adjusted saw guide inserts can cause saw band
vibration.  Adjust or replace the saw guide inserts, as required.

(5) A worn saw guide backup bearing could be causing the problem.  Check
the saw guide backup bearing and replace it, when needed.

d. Troubleshooting the Malfunction: SAW BAND IS CUTTING INACCURATELY.
When the saw band is cutting inaccurately, a number of conditions could be
responsible for the trouble.

(1) First, check for worn blade teeth.  Replace the blade if the teeth
are worn.  Then test operate to see if the problem has been solved.

(2) If the scale on the workpiece has not been removed, inaccurate cuts
will result.  Remove the scale from the workpiece, if needed.

(3) The blade in use may be too wide for the radius being cut.  Check
the blade width, and select a more appropriate blade, if necessary.

(4) The saw band or the insert may be improperly aligned.  Make the
needed alignments, and test operate to see if the problem has been fixed.

(5) Using either the incorrect feed force or the incorrect band speed
can cause inaccurate cuts.  Adjust the feed force and/or the band speed, as
needed, to correct the problem.

(6) If coolant is not applied evenly to both sides of the saw band,
inaccurate cuts may result.  Check for this condition and correct it, if
necessary.
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(7) If the saw guide on the upper post is not located close enough to
the workpiece, inaccurate cuts may result.  Adjust the position of the saw
guide, if needed.

(8) Inaccurate cuts can also result from incorrect saw band tension.
Check the band tension and adjust it, as needed.

e. Troubleshooting the Malfunction: EXCESSIVE INSERT AND BLADE WEAR.
When there is excessive insert and blade wear, make these checks:

(1) Check to see if the inserts are adjusted too tightly on the blade.
Make any needed adjustments.

(2) The chip brush may be worn, or may not be adjusted properly,
allowing the chips to stay on the wheel.  Check for this condition, and make
the necessary repairs.

f. Troubleshooting the Malfunction: FILE BAND BREAKS.  When the file band
breaks, two conditions could be the cause:

(1) The feed force may be too high.  Adjust the feed force to solve the
problem.

(2) The wrong type of file band may be in use.  Make sure that the file
band meets all the requirements for filing the material in the workpiece.

g. Troubleshooting When There is a POOR FINISH FROM BAND FILING.  A poor
finish from band filing could be the result of any of the following
conditions:

(1) The feed force could be too high.  Reduce the feed force, as needed.

(2) The file band may not be assembled correctly.

(3) The band tension may be too high.  Set the band tension at the
setting used for a 1/8 inch wide carbon band.

h. Troubleshooting When the SURFACE FINISH ON THE WORK IS TOO ROUGH.
When the surface finish on the workpiece is too rough, any of following
could be the cause.  Check for the presence of one of these
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five conditions, and make corrections or adjustments, as needed:

(1) The saw guide inserts may be worn.  Readjust them, as needed.

(2) The saw band speed may be too low.

(3) The saw band pitch may be too coarse.

(4) The feed may be too heavy.

(5) Vibration could cause this condition.  The troubleshooting
procedures used to solve vibration problems can be found in paragraphs 4b
and 4c, beginning on page 75.

i. Troubleshooting the Malfunction: PREMATURE DULLING OF SAW BAND TEETH.
Premature dulling of the saw band teeth may be caused by any of these
conditions:

(1) The saw band must be broken in on the first few cuts by using a
reduced feed pressure and speed.  If the saw band is not broken in this way,
premature dulling of the saw band teeth can occur.

(2) The band speed may be too high causing abrasion.  Reduce the speed,
as needed.

(3) The saw band pitch may be too coarse.  Choose a band with a finer
pitch.

(4) The feed pressure may be too light.  Increase the feed pressure as
needed to solve the problem.

(5) The coolant may not be covering the saw band.  Make adjustments, as
needed.

(6) The cutting rate may be too high.

(7) There may be a fault in the material being cut, such as a heavy
scale, inclusions, or hard spots.

(8) Saw band vibration can cause premature dulling of the blade.
Troubleshooting procedures to solve saw band vibration problems can be found
in paragraph 4c, beginning on page 75.
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(9) If a chipped tooth is lodged in the cut, the saw blade will dull
prematurely.

(10) Chip welding can also cause premature dulling of the blade.

(11) If the inserts are too large for the blade width, the inserts may
hit the set teeth, causing the blade to dull prematurely.

j. Troubleshooting the Malfunction: BAND SLIPS OFF THE WHEELS.  Two
conditions could cause the band to slip off the wheels:

(1) The upper wheel may not be aligned correctly, so that the band does
not track on the center of the wheel tire.  Adjust the track of the band, if
needed, so that it tracks on the center of the wheel tire.

(2) The initial machine alignment may be wrong.  When this is the case,
refer to TM 9-3419-228-10, page 2, for the procedure needed to solve the
problem.

5. Troubleshooting Fault Symptoms in the Model 2614-1 Bandsaw Machine

Fault symptoms and their possible causes for problems in the model 2614-1
bandsaw machine are described below.  As stated earlier, the specific
repairs needed to eliminate these malfunctions will not be discussed in
detail here.  Operational solutions to problems, such as adjusting the saw
guides, can be found in TM 9-3405-210-14&P, pages 5 through 15.  Lubrication
and maintenance solutions for malfunctions can be found in TM 9-3405-210-
14&P, on pages 15 through 18.  This TM should always be used as a reference
when actual repair or troubleshooting procedures are performed.

a. Troubleshooting the Malfunction: MACHINE WILL NOT START.  When the
model 2614-1 bandsaw machine will not start, make these three checks to
isolate the cause of the problem:

(1) First, check the main fuses and the control circuit fuse.  Any fuse
that is defective should be replaced.  If a fuse is replaced, try to start
the machine to see if the problem has been solved.
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(2) If all the fuses are operational, but the machine will not start,
check the reset on the band drive motor starter (if a starter is used).
Starting and stopping the machine a number of times in quick succession, or
an overload, will trip the starter heater.  After locating and correcting
the trouble, push in the reset button.  If the heater relay has been set for
automatic operation, it will not be necessary to push the reset button, but
will only be necessary to wait for the relay to cool.  Then try starting the
machine to see if the malfunction is still present.

(3) If the malfunction is still present, check the transformer, and
replace it, if necessary.  Test operate to ensure that the problem has been
fixed.

b. Troubleshooting the Malfunction: SEVERE MACHINE VIBRATION.  Three
conditions could cause severe machine vibration.

(1) If the band wheels are not balanced, machine vibration could result.
Check to see if the band wheels are balanced.

(2) If the band wheels are balanced, and vibration is still present,
check to see if the variable pulley components are balanced.  If they are
not balanced, vibrations could result.  Balance the components of the
variable pulley, if needed.  Then test operate to see if the trouble has
been fixed.

(3) If severe machine vibration is still present, check to see whether
the variable drive belts are unbalanced.  Balance the drive belts, if
required, then test operate to ensure that the malfunction is no longer
present.

(4) Severe machine vibration can result if the bandsaw machine is not
resting evenly on the floor.  To correct this condition, refer to the
alignment procedure in TM 9-3405-210-14&P, page 1.

c. Troubleshooting the Malfunction: SAW BAND VIBRATION DURING SAWING.
When saw band vibration occurs during sawing operations, make these checks:

(1) Check the band speed.  Saw band vibration can be caused by the
selection of the incorrect
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band speed.  Adjust the band speed, as needed to correct the trouble.

(2) If the band speed is correct, the pitch of the saw blade may be
incorrect.  Check the pitch of the saw blade, and select a blade of the
proper pitch, if required.

(3) If a blade with the proper pitch is in use, but saw band vibration
is still present, the choice of coolant may be incorrect.  Select the proper
coolant to solve this problem.

(4) If the coolant being used is correct, it is possible that the feed
pressure is incorrect.  Vary the feed pressure to see if this is causing the
trouble.

(5) Severe saw band vibration can occur if the work piece is not firmly
clamped to the table.  If this is the case, adjust the clamps to solve the
problem.

(6) Worn or improperly adjusted saw guide inserts can cause saw band
vibration.  Adjust or replace the saw guide inserts, as required.

(7) A worn saw guide backup bearing could be causing the problem.  Check
the saw guide backup bearing and replace it when needed.

(8) When the heavy work slide or the heavy work clamp is used, special
support must be used under the workpiece.  If special support is not used,
saw band vibration could result.

d. Troubleshooting When There is NO COOLANT FLOW.  If there is no coolant
flow, check for the presence of one of these conditions and remedy the
situation as required:

(1) Check to see if the coolant applicator nozzle is jammed.

(2) Check to see if the coolant hose is clogged or kinked.

(3) Check to see if the coolant reservoir is empty.

e. Troubleshooting When the SURFACE FINISH ON THE WORK IS TOO ROUGH.
When the surface finish on the
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workpiece is too rough, then any of the following conditions could be the
cause.  Check for these five conditions, and make corrections or adjustments
as needed:

(1) The saw guide inserts may be worn.  Readjust them, as needed.

(2) The saw band speed may be too low.  Adjust the band speed as needed
to eliminate the problem.

(3) The saw band pitch may be too coarse.  Choose a saw band with a
finer pitch.

(4) The feed may be too heavy.  Adjust the feed as required to eliminate
the problem.

(5) Vibration could cause this condition.  See paragraphs 5b and 5c,
beginning on page 80, for the troubleshooting steps performed to solve
vibration problems.

f. Troubleshooting the Malfunction: SAW BAND TEETH STRIPPING.  Saw band
teeth stripping is usually caused by chip welding.  It may also be caused by
the following:

(1) The saw band pitch may be too coarse for a thin work section.

(2) The workpiece may not be held firmly enough to stop vibration.

(3) The feed pressure may be too high.  Adjust the feed pressure as
needed to eliminate the symptom.

(4) The band speed may be too low.  Raise the band speed slightly to
eliminate the problem.

g. Troubleshooting the Malfunction: PREMATURE DULLING OF SAW BAND TEETH.
Premature dulling of the saw band teeth may be caused by any one of the
following conditions:

(1) The saw band must be broken in on the first few cuts, or premature
dulling of the saw band teeth could occur.  Break in the saw band by using a
reduced feed pressure and speed on the first cuts.
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(2) The band speed may be too high, causing abrasion.  Reduce the saw
band speed as needed.

(3) The saw band pitch may be too coarse.  Choose a band with a finer
pitch.

(4) Premature dulling of the saw band teeth can occur if the wrong type
of coolant is used, or if no coolant is used.

(5) The feed pressure may be too light.  Increase the feed pressure, as
required to eliminate the problem.

(6) The coolant may not be covering the saw band.  Make adjustments as
needed.

(7) The cutting rate may be too high.

(8) The material being cut may have faults, such as a heavy scale,
inclusions, or hard spots.

(9) The material analysis may be incorrect.

(10) Saw band vibration can cause premature dulling of the blade.  To
eliminate saw band vibration, perform the troubleshooting steps listed in
paragraph 5c, starting on page 80.

(11) If a chipped tooth is lodged in the cut, the saw blade will dull
prematurely.

(12) Chip welding can also cause premature dulling of the blade.

(13) If the inserts are too large for the blade width, the inserts may
hit the set teeth, causing the blade to dull prematurely.

h. Troubleshooting the Malfunction: MOTOR RUNS BUT THE BAND DOES NOT
MOVE.  Several conditions could cause the band to remain stationary even
when the motor is running.

(1) The drive belts could be broken, or they may be off the pulleys.
Replace or adjust the belts as needed.

(2) Too much oiling of the variable pulley may have caused the pulley
(and subsequently the belts) to be coated with oil, causing the belts to
slip.
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(3) The drive belt tension may be too low.  Adjust the tension on the
drive belt, as needed.

(4) Using the wrong size of drive belt can also cause this problem.

(5) If the band tension is incorrect, the motor could run while the band
remained stationary.

(6) It is also possible that the transmission could be bad.  It is
recommended that a faulty transmission be returned to the factory for
repairs.

i. Troubleshooting the Malfunction: BAND SLIPS OFF THE WHEELS.  Three
conditions could cause the band to slip off the wheels:

(1) The upper wheel may not be aligned correctly, so that the band will
not track on the center of the wheel tire.  Adjust the wheel tilt, if
needed, so that the band tracks in the center of the wheel tire.

(2) Too much coolant or the wrong type of coolant can cause the band to
slip off the wheel tires.

(3) The initial machine alignment may be wrong.  When this is the case,
refer to TM 9-3405-210-14&P, page 1 for the procedure needed to solve the
problem.

6. Conclusion

The procedures for troubleshooting malfunctions in the three models of
bandsaw machines described in this subcourse are similar.  This task has
introduced you to these procedures.  Remember that the appropriate TM should
always be used as a reference when actually performing the troubleshooting
procedures on the bandsaw machine.
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PRACTICAL EXERCISE 2

1.  Instructions

Read the scenario and respond to the requirements that follow the scenario.

2.  Scenario

You are now fairly confident that the Saudi representative knows enough
about bandsaw operation.  However, you need to be sure that the bandsaw
machines can be maintained properly, and that the Saudi personnel can
perform troubleshooting on the machines, should problems arise.

3.  First Requirement

Many of the maintenance procedures for the various models of bandsaw
machines are similar, or the same for all models.  Some procedures, however,
are specific to only one model.  You have prepared an outline covering the
maintenance procedures which apply to the models of the bandsaw machine
available to the Saudis.  Each question below is based on that outline.
Answer each question correctly.

a. What must be done if a wheel brush is worn so that it is not longer
contacting the wheel face?

b. What type of lubricant should be used on the wheel bearings?

c. What could result if the faces of the variable speed pulley are
scored?

d. How is the center sheave of the variable speed pulley lubricated?

e. Briefly describe the procedure for replacing a wheel tire on the model
2612-1M bandsaw machine.

f. What is used to lubricate the air pump on the model 1612-0 bandsaw
machine?

g. Describe the position of the motor bracket on the model 1612-0 bandsaw
machine when the bracket is properly adjusted.
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4. Second Requirement

The Saudi representative has had his people operating the bandsaw machines
for practice.  They have encountered some problems.  This provides an
excellent opportunity to introduce some of the procedures for
troubleshooting.

a. One operator has had problems operating the model 1612-0 bandsaw
machine.  The saw band keeps vibrating during the sawing operations.
Describe the procedures that should be used to troubleshoot for this
symptom.

b. Another operator has been working on the model 2614-1 bandsaw machine.
The band keeps slipping off the wheels.  Describe the procedure used to
isolate the cause of this problem.
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LESSON 2.  PRACTICAL EXERCISE - ANSWERS

1.  First Requirement

a.  Loosen the adjusting screws and move the brush up to the wheel.

b.  None.  The wheel bearings are sealed and lubricated for life.

c.  The belts could be damaged.

d.  The center sheave of the variable speed pulley is lubricated by a wick
which is immersed in oil.

e.  To replace a wheel tire on the model 2612-1M bandsaw machine, remove
the two retainers from the front of the band wheel.  Then remove the tire
retaining rings.  Drive the tire off the wheel, sawing off the steel
backing, if necessary.  Mount a new tire so that the two notches in the
steel backing are in alignment with the two tire retainers.  Put the new
tire on with light taps of a soft-faced hammer, rotating the wheel about 30
degrees as each tap is made, until the tire is against the flange of the
wheel.

f.  Powdered graphite is used very sparingly to lubricate the air pump.

g.  The bracket, when properly adjusted, will just clear the motor plate
when it is at its highest position during operation.

2.  Second Requirement

a.  When saw band vibration occurs during sawing operations on the model
1612-0 bandsaw machine, these checks should be made:

(1) Check the band speed.  Saw band vibration can be caused by the
selection of the incorrect band speed.

(2) If the band speed is correct, the pitch of the saw blade may be
incorrect.  Check the pitch of the saw blade, and select a blade of the
proper pitch, if required.

(3) If a blade with the proper pitch is in use, but severe saw band
vibration is still present, the
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choice of coolant may be incorrect.  Select the proper coolant to solve this
problem.

(4) If the coolant being used is correct, it is possible that the feed
pressure is incorrect.  Vary the feed pressure to see if this is causing the
trouble.

(5) Severe saw band vibration can occur if the work piece is not firmly
clamped to the table.  If this is the case, adjust the clamps to solve the
problem.

(6) Worn or improperly adjusted saw guide inserts can cause saw band
vibration.  Adjust or replace the saw guide inserts, as required.

(7) A worn saw guide backup bearing could be causing the problem.  Check
the saw guide backup bearing and replace it, when needed.

(8) When the heavy work slide or the heavy-work clamp is used, special
support must be used under the workpiece.  If special support is not used,
saw band vibration could result.

b. Three conditions could cause the band to slip off the wheels on the
model 2614-1 bandsaw machine:

(1) The upper wheel may not be aligned correctly, so that the band will
not track on the center of the wheel tire.  Adjust the wheel tilt, if
needed, so that the band tracks in the center of the wheel tire.

(2) Too much coolant or the wrong type of coolant can cause the band to
slip off the wheel tires.

(3) The initial machine alignment may be wrong.  When this is the case,
refer to TM 9-3405-210-14&P, page 1 for the procedure needed to solve the
problem.
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