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RECORD MACRINE DETAILS DISTRIBUTO =
MOTET,
DATE of PURCHASE
VOLTAGE
PHASE
CYCLES @
QUOTE THIS INFORMATION
WHEN REQUESTING SERVICE 0
OR SPARES.
This Machine is engineered to a high s construction and
performance. Attention to maintenance and ice will be repaid

Consult your Distributor in the ewve @ difficulty or servicing
requirements. Your Distributor is g -‘t fied to advise on the

proper maintenance of your Machin assess any claims under
the Warranty and to supply and fi e STARTRITE parts.

@del 351
INGLE SPEED)
DSAWING MACHINES
HANDBOOK
@Zé 35SE

&A@L.T. Saws & Spares Ltd

Startrite Machine Specialist
Unit 15, Pier Road Industrial Estate
o Gillingham

Kent
V ME7 1RZ
Tel/Fax: 01634 850833

Q lee@altsawsandspares.com a7
v www.altsawsandspares.co.uk




QUALITY

] i BAN Lﬂzﬁ)\g

TO SUIT THE-351 MODEL

ORDER LINE- 01634 850833

A.LT. SAWS & SPARES'LTD
Unit 15, Pier Road Ihdustrial Estate
Gillingham

Kent

ME7 1RZ

www.altsawsandspares.com



STRG

A.L.T. SAWS AND SPARES LLTD

PART NUMBER STRG - UPPER ~£82°50+vat
PART NUMBER 5TRG - LOWER = £79.50+vat

These precision roller guides are manufagtured in the UK specifically for the older
Startrite models 301 — 351~ 352, retér to the chart below for all models and
recommended blade widths.

There 1s NO drilling, filing or any modifieation required unlike many cheap after
market guidesCurrently on the market.

Manufactured in steel and alumnmm, theve guides will make a very good saw even
better, they give superb blade contrsltiave low heat generation to the blade and
produce no sparks.

Both side support rollers and thrust roller are adjusted by a cam system giving
precision setting longer] and-allows tull contact to the blade, this eliminates any
blade twist, cutting cenitsury will particularly appreciate the blade control.

Although available aswipperand lower guide assemblies some customers may only
wish to change the upper set as this takes on 80% of the work.

STARTRITEMODEL [ STRG - UPPER [ STRG -~ LOWER
RECOMMENDED BLADE | RECOMMENDED BLADE
WIDTH _ WIDTH
| MAX [ MIN | MAX | MIN
301,301E,3018 G Y V.
351/351E,3515E,35153 3/4" 1/4" 1/2" 1/4"
352,3325 | 3 | a2 A
RSV (SoldUnder The Record 5/87 1/4" 1/2" 1/4"
Power Range)

RS2 (Sold,Under The Record 3/4" 1/4" 1/2" 1/4"

FPower Range)




ALL DIMENSIONS APPROXTMATE.

760mm 530mm
30" 205

O
: 7
205mm
T
| T
1728w
&
wi‘:
e o BN
414"
PR ]
I 460mm 30 3mm
184" _'!\I\ L 12"
M1O, %" DIA.
, %§:? | BOLTING DOWN H igg?
FOUNDATION PLAN FOR MODEL WING MACHINE.
SPECIFICATION :
Model 351 - Single Speed Ban chine
Blade Speed - 915 m/min., 3000 £ in.
Wheel Diameter -~ 355mm, 14"
Motor -~ 0.75kw., 1 A 50 r.p.m.
Electric Supply - 220/240 Vo 1 se S50Hz.
380/440 Phase 50Hz.
Rlade Length - 259
Max. Blade Width - 20mm, %
Weight - 94 1bs.
FOR BE ST USE 'STARTRITE' SAW BLADES.
\ g
WHEN ORDERIN! TS, PLEASE STATE:-
1. Quantity required.

2. Bart No./y(where applicable) and description.
ify power supply for electrical components.
3. Mach Model and Serial No.

NOTE: ILLUSTRATIONS MAY VARY IN DETAIL, ACCORDING TO MODEL.
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HEALTH & SAFETY

Any machine can be dangerous if improperly used. 41::::;>
ich

Your machine has been designed and manufactured in a way
will provide maximum safety if properly used. Safe working practice is the

responsibility of the owner and user and the following rules shou e
adhered to:

INSTALLATION

The machine should be properly and safely installed, and the/wor ried
out by a competent person in so far as both mechanical and/4A1 rical

installation is concerned.

OPERATION

l. The operation of the machine should conform to the

g;uirements
of the Woodworking Machines Requlation 1974.

2. Safe working practices should be used as Health and Safety
at Work Booklet No.41l "Safety in the Use odwdzking Machines" H.M.5.0. l
NB: TUsers outside the U.K. are reguir [} rate to the
standards and regulations applicibl their own
cCountry.

3. Operators should be fully trained e safe use of this machine.

4. All guards should be securely in“po on and doors closed before

the machine is started.
5. The machine should be isolat all movement ceased before making
adjustments or removing dust an ips, etc. or before gaining access

to electrical components.

6. Tools and cutters used should\be those recommended by and
should be securely fixed,and r at the correct speed.
Tools should be shar n gocd condition.

7. No modification to ne should be made which will reduce safety.

8. The machine shoul e used for the purpose for which it is
intended.

9. Appropriate pt ve clothing should be worn.

10. Dust cause Tl

machining of HARDWOODS can be detrimental to health
please check te

he Health and Safety BExecutive for details.

MATNTENANCE
For safe opgration your machine should be properly maintained.
Jur Spares Service Departments are always at your disposal.

V@O
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ASSEMBLING BANDSAWING MACHINE.

CAUTION: Motor must not be switched on unless the machine is fully
assembled according to the instructions below.

1.
Remove contents from carton. Check and identify parts from Che i elow

before attempting to assemble machine.

CHECK LIST :

Bandsaw Machine

Cabinet EBase

Table, Cradle & Fence Rail
Mitre Gauge

Circle Cutting aAttachment
bepth Stop

Rip Fence

Adjustment Spanner

4 Hex Hd Screws
4 Hex Nuts

4 Std Washers
. <

4

Shakeproof Washers
Special Washers

2

If the machine is to be used without
eXxtraction proceed to step No.3.

If the Coupling Adaptor (Part No.S s
been ordered to enable the CLAIR'
Extractor Unit to be used with the awing

machine, proceed as follows :-
A. Connect and secure one end/gf ible hose
to adaptor plate using hos ip /supplied.
a

B. Place flexible hose thro ure in
cabinet base and secur 4 self tapping
screws supplied ( see Fi

C. Secure connecting pi ther end of flexible
hose using clip supplie dy for coupling
direct to 'CYCLAIR r Unit.

Gr,
Place bandsaw mac on cabinet base with front I

of machine facing plaj ide of cabinet base as
shown in Fig.3. Align holes in cahkinet base with
holes in bandgsaw base and secure using 4 Hex. H4.

Screws L 4JBex. Nuts and 8 std. 1
Washers ied. ;

4. Fig. 3.

On table locati stud 'A' { see Fig.4 )}, remove

hex. nu std. wvasher and table clamp.

On under table, slacken off four hex. screws 'B' and remove fence
rail. Carefully place table and cradle over stud 'A"' taking care not to
dam. e faw blade, and locate cradle onto cradle tilt plates. Secure
in p ng table clamp ( curved edge downwards }, washer and hex. nut.




ASSEMBLING BANDSAWING MACHINE ( CONTINUED ).

Sk

Re-assemble fence rail to table, and with

4 hex. screws 'B' (see Fig.4 ) only hand-
tight, place rip fence onto rail so that
fence is close to slot in table. Align

rail so that fence is true to slot and
tighten 4 hex. screws.

NOTE: Fence rail may be assembled projecting
either to left or right of the table sides
as required.

6.

Secure depth stop to rear edge of table
through slot 'C' ( see Fig.4 ) and secure in
place using coach bolt, std. washer and
wing nut supplied with depth stop.

The machine is now ready to be install d connected to the electricity
supply. Before doing so, read t;s/ngg::ting Safety Precautions below.

OPERATING SAFETY PRECAUTI (itiiii;/

BEFORE ATTEMPTING TO OP THE MACHINE, BECOME FAMILIAR WITH THE
CONTROLS AND OPERAT INS TIONS.

Before starting the m e, check that it is safe to do so. Make
sure that all guards are\in place and keep guards in place when
sawing. Never at y time’make an adjustment to any part of the
machine while lade is in motion.

Adjust and se before loading workpiece. Position the top
guides as close ssible to the workpiece.

Hold small o
device. K

le workpiece by means of a clamp or other
s clear of the saw blade at all times.

Keep th chine table and work area free from tools and off-cuts.
Use only w blade that is in good condition and suitable for
the wi i and. A saw blade that is distorted, or has mis-shapen

fe and should be discarded. Use care in uncoiling and
ew saw blades as the teeth are very sharp. It is
advisab o wear gloves when handling saw blades. Do not leave
saw blades on the floor.

Alwayslstop the machine before leaving it unattended and isolate
ine from mains supply.

Dust Extraction Equipment ( Optional Extra ) may be advantageous,
pq5ticularly when some hardwoods are being sawn, to reduce
<§3 llution of the atmosphere. Some materials, such as asbestos,
§§§$§Zve off toxic fumes and dust when machined, and in such cases it
is necessary to seek expert advice as to the method of extraction.

Q
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INSTALLATION.

Site the machine with adequate working space around it for ease of u
Avoid siting the machine in a cramped corner where cperation may prove

difficult or near a gangway where a long workpiece may cause an obstruction.
The whole working area should be well illuminated and the floor #
machine provided with a level and non-slip surface.

A bench or table space, near the machine to accommodate work i
will prove a real asset. Bandsaw blades tend to get tangled g

the operator to select a suitable saw blade for the job.

The cabinet base is provided with four bolting down holes
{%") diameter bolts (not supplied ). Where bolting dowfii
ensure that the machine stands firm and level.

Remove the anti-~rust protective coating where appli
from the working elements of the machine.

CONNECTION TO THE ELECTRICITY SUPPLY.

IMPORTANT : Check that the electricity supply H -
voltage is suitable for operation of the

machine. (Voltage stamped on serial plate).

IMPORTANT : IN ALL CAéES THE MACHINE MUST

EFFECTIVELY EARTHED.

The service of a competent electrical erngine

must be obtained if there is doubt on any int |
regarding electrical installation. o
SINGLE PHASE.

Recommended cable size : 1.5mm?

Fuse rating : 13 amp Fig.5.
At front of machine remove ele cal cover plate =, — £
by means of four screws (see /4 Pass supply - —_—

eaY /of machine
terminal L1, - ;

and earth lead

electrical

ut on cable entry

lead through cable entry nu
{see Fig.06) and connect live
neutral supply lead to te
to terminal E (see Fig.8
cover plate, and tighten
nut.

d

Connection can be made 13 amp ring main

circuit by wiring sup lead to a 13 amp
fused plug as showpn/i J7. taking care to
protect the cable mechanical damage.

COLOUR CCDE :

LIVE (L) - BROWN
NEUTRAL (N} ~ BLUE
EARTH {E) = YELLOW/GREEN

%O Fig.7.
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AL.T. Saws & SPARES Lo
(Btartrite Machine Specialist)
Unit 5 Pier Road Indusirial Esiate
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Kent
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Fig.8. THREE PHASE
Fig.9.

THREE PHASE.

To connect machine to mains s proceed as follows:— Remove cover of
starter (two screws), and e~starter box assembly (four screws). Pass
at rear of machine (see Fig.6.) and up

terminals Nos 1, 3 and 5 at top/of contactor, and earth lead to earth
connection provided ( ig.9.). Check that the motor rotates in the
correct direction, i. passes downward through the table, and
essary, by interchanging the two supply leads.

suitable for the work in
e ©
page 11. s
l
i

the top bandwheel by turning the blade tension
handle ‘'A' (see Fig.8 ) anti-clockwise
ove égk blade.
cted saw blade over both bandwheels
with the teéeth facing forward and downward
through ,the table as shown in Fig.9. Apply
niy s icient blade tension to remove the
t is important that both the top and
guides are set back clear of the saw
blade so that it is not deflected and follows
e path between the bandwheels.




ALT, Saws & SPARES
(Startrite Machine Specialjsl:-)rb
Unit 5 Pier Road Industrial Estate
Gillingham
Kent
ME7 IRZ
Tel/Fax: 01634 350833

S &
OPERATING INSTRUCTIONS {CONTINUED)

At rear of machine slacken off knurled locking
ring 'B' (see Fig.8). Rotate the bandwheels
by hand and at the same time operate the blade
tracking control handknob 'C*' so that the saw
blade runs approximately central on the
bandwheels, see Fig.l0Q. When saw blade is
tracked correctly hold handknob 'C' and lock
using knurled locking ring 'B'.

To tension saw blade simply turn blade
tension control handwheel 'A' clockwise
until saw blade is taut.

rn A N O N S N e BB

Sl F-e

e B B 5 i S, T, T

TRACKING CORRECT TRACKING INCORRECT CKING INCORRECT

Blade runs approximately Blade runs toward front Bliade runs toward back

central on bandwheel. edge of bandwheel. e of bandwheel.
Fig.1l0.

manner. Turn the blade
ding appears in the ‘window'

wWhen the saw blade is tracking in a satis
tension control handle until the appropri
(see chart below).

EXAMPLE : 12mm (%") wide Metal Cuttiégsg%?éf = MED
W4
BLADE WIDTH 6 mm, %" 2mm, 5" | 20 mm, %"
BLADE TYPE |/ ~TENSION GUIDE
2
< N

METAL CUTTING \\ MED HIGH

WOOD cmm&x% Low i

SCALLOPED \ Low MED HIGH

KNIFE EDGE

—

It is important that the ides are set to offer maximum support to the
saw blade without de 1250 and to permit maximum engagement with the
flanks of the saw blad ithout snagging the set of the teeth, see Fig.ll.

CORRECT INCORR ? INCORRECT INCORRECT CORRECT INCORRECT INCORRECT
Maxamuam uf ient Insufficient Thrust rod Maximum Insufficient  Guide
SuDpoOrt SOM for support for deflecting support for support for deflecting
nlade. blade’ from blade from blade. blade. blade. blade.
guide. thrust rod.
1Ler g dL 1




SETTING UP THE MACHINE/FITTING A NEW SAW BLADE ( CONTINUED) :

Adjust the guides to support the saw blade in its natural wi the

minimum of side clearance ( .002" to .004"). A quick and positi ethod of

setting the guides is to position one guide block to J contact the saw

blade, then adjust the second guide block to contact lade plus a

piece of (single thickness ) newspaper.

Set the thrust rod to support the back edge of the bl when finger

pressure is applied to the blade teeth. There shou a all gap ( .0lO"
e

approximately ) between the saw blade and the thrus

After adjusting the top and bottom guides, rotat: dwheels by hand

to ensure that the saw blade runs free and tha adjustments have
been correctly carried out.

Replace upper and lower blade guards and close bo dwheel doors. Replace
rip fence rail with securing screws only han Place rip fence onto
rail so that fence is close to slot in table. gn rail so that fence is

true to slot and tighten securing screws.

TABLE :

The table can be tilted to any angle

45°. To tilt table slacken off trunnion
using spanner provided ( see Fig.1l2). Tilt
table and align pointer with protfactd
for required angle and tighten 0
machine is fitted with a setti
sure the table rests firmly aga
when re-setting the table to

BLADE GUARDS :
The upper blade guard is fu;z adjustable
and must be kept in position when the

machine is in use. Th ard height should
be set as close as poEsi to the work w0
piece by means of ost/lock ( see

Fig.13).
The lower blade
under table prote
table tilt and

designed to give
all angles of
kept in position

eI S S S W S T B S B S R B B e R R — S

when the mac e is 17 use.

TOOLS :

A tool st e acket is supplied at the
rear of the ine (see Fig.1l3) to

accommodate the adjustment spanner, depth
stop /yod and circle cutting rod when not
in o

13t fRL S

CUTTING :

e ry adjustments have been completed and all guards are in position
nd. secure. The switch incorporates overload protection. If the machine is
overloaded the switch will automatically cut-out and stop the machine. In
sugh cases remove workpiece, wait a few minutes and re-start the machine
allowing it to run without any load. Proceed as before but using less force.

Befor;<%tarting the machine, check it is safe to do so. Make sure that all
a




TPERXTIRG INSTRUCTIONS ( CONTINUED ).
3I= TENCE & DEPTH STOP :

$2z..<£ saows the rip fence and depth
===c 1= use. They are very useful
Zoce==ories which widens the scope of
== oechine considerably, as apart
== straightforward ripping it makes
=2c=s:tle the production of tenons of
cczesistent thickness. When cutting
s=veral tenons of the same thickness,
==t the fence and depth stop, produce
e required shoulder dimension and
==xe a single saw cut in each piece,
sc as to produce one flank of the tenon.
=s-set the fence to produce a tenon of
the correct thickness, making sure that
tne same face of the workpiece 1s against
the fence as when making the first cut.
Iz this way, any variation in the width
of the workpiece will not affect the
Zinished width of the tenon.

With the rod remcved, the depth stop
can be swung aside when not reguired.

MITRE GAUGE :

Fig.1l5 shows the mitre gauge in use on
the machine. Locate mitre gauge into
slot in table, set to regquired angle
and position workpiece. Start machine
hold workpiece firmly against mitre
gauge and slide along slot in table.
Compound mitres are alsoc possib
setting both mitre gauge and ta 1
as required.

CIRCLE CUTTING ATTACHMENT :

Select a saw blade to sui dircle to
be sawn ( see Chart on page 15) e

circle cutting attachmen ed to
the guide post plate as s in Fig.le.

This makes repetitio tti of blanks
easy as the whole un ised and B 16
lowered on the guide st us avoiding el y

disturbing the setting of the rod. The

blanks should be made in the shape of a square just a little larger than the
diameter of the/prcposgd circle and the centre and diameter marked. It is
impeortant tha centre of the circle is level with the front edge of the
saw blade. To achi this place rip fence against blade, mark position of
front of blade on top of fence and move fence so that distance between blade
and fence is equalto regquired radius. Set rod to mark on fence and secure

in place.<33§§;§é?ip fence and raise tocl post so rod is clear of workpiece.

Produce cut lel with one side of square and stop when cut meets drawn
circle as sho in Fig.1l6. Lower guide post until point on rod touches
workpi tre of circle, tap rod gently into workpiece, lock tool
post al t out complete circle.

10
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TROUBLE-FREE OPERATING.
MONTHLY :

1 - Remove imbedded chips from bandwheel s
and replace as necessary. Adjust wi

2 = Clean and check upper and lower
Replace worn parts as requlred Ch
adjust if necessary (see page 2

GENERAL :
3 =  Frequently check that dust in base
not clogged and clean out cessary.

The bearings on the upp
packed with grease and

/X/

VAN
~N
MAINTENANCE . V
NOTE : ATTENTION TO MAINTENANCE WILL BE REPAID YEARS'

check for wear
h as required.

rd assemblies.
guide settings, and

of machine are

er bandwheel hubs are pre-

C equire further maintenance.

/ Fig.l1l7 : Maintenance Points.

11




SAW TYPE SELECTION CHART

MATERTIAL THICKNESS ne
" " \
MATERIAL UNDER 2 mf;_(') 1 12 m;;), % OVER\
" 0 lll
6 mm, % 12 mm, %" 25 mm, 1" %; N
&
ALUMINIUM SECTIONS 18R 10R BR I EJ
BAKELITE 14R 10R 6R 4\/4,%/
/1

BONE 10R B8R ERQ( 3s

N
CARDBOARD CORRUGATED sC sc W7 sc

CHIPBOARD 6S <<7'/)s N 3s
v

CORK 14R 6R @%\& 1 3R

FIBRE BOARD 18R 14R =2

N
HARDBOARD 10R

LEATHER 14R C\ﬁ\

LINEN KN % KN sc sc

DPAPER - SHEET m 65
TaN

[ S
PAPER - TISSUE @ sC sC

/

PAPER MACHE 10R
Y —— -
PERSPEX §7<Q14R 10R
[ \V
PLYWOOD @) 10R 8R 65 3s
\.//
STRAWEORRD 14R 10R 8s 6S
—
WooD - LOGZ\ 3s
WOOD - HARD & SOFT 65 3s 38 3s

O N
NUM'BERSW TEETH PER INCH R = REGULAR TOOTH S = SKIF TOOTE
S sSC

= SCALLOPED EDGE KN = KNIFE EDGE

Ik
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BANDSAW BLADES.

An understanding of the design
and application of the various
types of saw blades obtainable
is essential if the bandsawing
technique is to be fully
exploited. Selection of the
most suitable saw blade for the
job is very important as a poor
choice can lead to much wasted
time and money.

TOOTH PITCH is important if optimum blade ance is to be obtained. ]
Tooth pitch is determined mainly on the b f material thickness and to

some extent on material hardness. For a giv aterial thickness, a tough

or abrasive material will require more invengagement than a soft

ductile one. Too many teeth in engag 1l) decrease the tooth loading

to the point where the teeth cannot pene the material and so skid

across the cutting face.

TOOTH FORM refers to the profile.o ooth. The two most popular styles
are regular tooth and skip tooth hi in the illustrations.

REGULAR TOOTH is the standa for most

saw blades. The zero front r and well rounded

gullets present a robust tooth wWith good shock

resistance and work pe ion properties. It

will produce accurate (fii ish work in most REGULAR TOOTH

hard materials but t og when used on

soft materials. Standaxd pitches are 6, 8, 10, 14
& 18 teeth per inc

SKIP TOOTH form—is milar to the regular tooth
form but alter
reaté

eegth are omitted, a design
which allows g r gullet capacity without
4Aing—the body of the blade.

unduly wea
Providing ickness of the material permits,
blade will give best performance SKIP TOOTH

a skip tooth sz
on aluminium and soft alloys. Standard pitches
are 3,/4 & 6 teeth per inch.




BANDSAW BLADES ( CONTINUED ).

HOOK TOOTH form has positive front rake which
considerably assists work penetration and hence
produces faster cutting times on harder materials.
The coarse pitch and large gullets associated with
this type of saw blade make it particularly
suitable for sawing deep sections. However, it is
not recommended for use on abrasive materials.
standard pitches are 2, 3, 4 & 6 teeth per inch.

permits some degree of steering to negotiate curve

STANDARD SET teeth are set alternately to the
left and to the right, a style which is
popular for cutting soft materials and wood.

RAKER SET saw blades have one tooth set ¢
left and one tocth set to the right, fol
by one unset tcoth. This style of set
used and is to be preferred for contour
sawing.

RAKER SET

WAVY SET saw blades have the teeth rnately
set to the left and right in groups waves.
With this formation of tooth set, relatively

few teeth are cutting at the the kerf
and therefore there is socme for the
saw blade to jam when sawil e

materials. ’_ e e —-‘

SAW GAUGE is the actual ss of the body

of the saw blade. So cturers produce KNIFE EDGE BAND
special gauge saw bla or specific purposes,

but generally saw de p to and including

%" wide are .025" i d %" wide are .032" = ==
thick.

SCALLOPED EDGE BAND
Knife edge biands are suitable for cutting scft

materials s as ven fabrics, sponge, rubber,

and corrugate dboard. Where the nature of 1 —
the material is fibrous and difficult to sever, |
wavy or scallog;d edge blades are better as the
teeth ovide more positive cutting action.

Typica%gaggégégtions are cutting cork, filter WAUTREDCESREND
elements a felt etc. Because these bands

separate the material, no dust or swarf is
pr d a smooth finish is usually obtained.

14
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BANDSAW BLADES ( CONTINUED ).
Sometimes even though the machine appears to be in good workigzéiggéézgon,

the saw blade persists in wandering from the true path of t. This is
usually due to the workpiece being forced into the saw blade greater
pace than the saw blade can cope with, or the teeth of e are not

evenly sharpened and set. Repeat the cut using less feed press . If this
does not cure the trouble, replace the saw blade.

NOTE : 'Hardedge' saw blades cannot be resharpened, eeth of wood

cutting saw blades may be dressed by the following od : -

ut hook, i.e. the
blade. The stroke of

The saw blade should be sharpened square across
front face of the hook square to the flank of the

the file should be one smooth movement using whole cutting length of
the file and maintaining even pressure from toVfinish. Mark the
starting point for easy identification and d around the saw blade
using one stroke per tooth. Should one s n e sufficient to produce
a sharp tooth, go around the saw blade a (sec ime in preference to
repeated strokes to each tooth at one set . is important to maintain
the correct size and shape of each tcoth to d weakening the saw blade

by forming a sharp corner in the gulle
e which has three sides and

not being suitable. The purchase

the long jaws permit about 18" or
e setting.

It is essential to use a genuine ban
well rounded corners, the normal
of a saw vice will prove a real ass
so of the saw blade to be sharp

soon as the teeth lose their fine
e wood instead of severing them
sure thus required produces a ragged
rtens the life of the saw blade.

A saw blade should be re-sharpene
point. Dull teeth tear the fi
cleanly and the increased feed
inaccurate cut and considerably

The saw blade must be in sonable condition to warrant re-sharpening.

A saw blade that shows s fatigue, i.e. cracks at the gullets of the
teeth, or one that has 48 contact with a.nail will not usually
justify any further eff ng expended on it and is best discarded.

o re-set the teeth of the blade as the initial
sharpenings. The correct amount of set is about
t teeth are set in opposite directions. It is

Usually it is not ne
set will last for
.005" each side and a

important that t ade be sharpened after it has been set.
Welding units and zing upits are available for repairing saw blades, or
making blades coil and details of these units will be sent upon
request.
Q
Q
Q




SANCSAWINE PRACTICE.

=== seiected the best saw blade for the job, the most important rule
o fcllcw is to allow the saw blade to cut freely. Forcing the wo i

catoce= the working life of the saw blade.

Por cootour sawing the width of the saw blade must be chosen
== smallest radjus to be sawn,
2 —=rvow saw blade. The beam strength and permissible tensi
rzo:i3lv for narrow saw blades and it therefore follows th

thus a small radius will 4

rOwW Saw

ZlaZ=s are particularly sensitive to excessive stress whi ause
stTstching and premature breakage through fatigue at high . Saw blades
“=:iz= Zail through abuse of this kind are useless and iscarded

z2lzoouch the teeth may still be in good conditicen. It i
as to the smallest radius any given saw blade—wi
on job conditions and the skill of the ope

crecise
d =

i

sible to be
cut as so much
the Chart on

cece .t offers a basic guide on this point.
o
BLADE WIDTH SELECTION CHART

VNN
SIADT WIDTE | 3mm, %" | 6mm, %" lOm&\l?}m, %" | 15mm, %" | 20mm, %"

<]
»INTMOM | mm 8 25 ;'Q—D 62 100 136
RADIUS |ins i 1 N 2% 4 5%

necessary to negotiate small r
show that it is advantageous t
whnen sawing small radii as th
ocre freedom to follow a ti
thzt the greater the set th
hence due care must be e

REEG L.

It is often found that
cut cannot be complet
is necessary here tp/e
at the same time s
removing large pieces
avoidé backing out of the longer cut.

Q

;:::ég‘;;ound the contour may be

cut to a sharp corner. Experiment may

wood cutting blade with increased set
sed width of kerf allows the blade

e. It should be kept in mind, however,

wey is required to make the cut, and
to avoid working the saw blade beyond its

ting a scroll or similar shape the forward
the workpiece must be backed off the saw. Care
that the wood is backed out gently, and turned
e kerf is always in line with the saw. When
aste material, make the shorter end first to

Three dimension hapes are easily produced on the bandsaw. A suitable
biock of square or Yectangular section is prepared with the fromt and side
orofiles marked out on adjacent faces. Make all the necessary cuts on one
face and careful replace the waste pieces in position. Turn the block on

its side c out the second profile. With some jobs of this nature it
@Dav prove u to tape the waste pieces in position to retain the block
pregile for ease of handling.

16




BANDSAWING PRACTICE ( CONTINUED ).

Light metals must always be sawn with a 'Hardedge' saw blade. Som:tiigﬁgéZum
alloys tend to clog the blade teeth but an occasional applicati of
lubricant in the form of paraffin or wax should solve this prgil

Very little difficulty will be experienced in cutting solid pl
materials although some have an abrasive nature which tendg /to/shorten the
effective life of the saw blade.

Heat generated by sawing friction cause thermoplastic S avl o become
sticky and there is a marked tendency for the saw blads o be clogged
by swarf, particularly when blunt or fine pitch saw blade$/ are used. The
tendency to clog can be reduced by lubricating the saw blade,with water or
wax.

Some materials, the thermosetting phenoclics in p i 2r, give off a toxic
airborne dust and in order to avoid possible ris advice on dust

extraction should be obtained.

2
<5
2

Y
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COMMON SAWING PROBLEMS. \ ﬁ

g

1

BLADE WANDERS FROM TRUE LINE :

Excessive feed pressure.
Blade teeth dull or of too fine pitch.

Guide inserts not controlling blade through wear or in t
adjustment.

Blade tracking incorrect.

Ioss of set to one side of saw teeth.

PREMATURE BLADE BREAKAGE :

Excessive feed pressure, and/or too much blade ten N

Blade teeth of too fine pitch.

Worn or incorrectly set guides.

Joint improperly welded and annealed.

Blade too wide for curved cut.

Bandwheels worn. <§§%§§2>

BLADE BOWS IN DEEP CUT :

Excessive feed pressure.

Blade teeth dull or of teoo fine pit

Insufficient blade tension, and/or a narrow for depth of cut.
Blade running off at start of cut.

BLADE TEETH DULL RAPIDLY :

Insufficient feed pressure.

Guide inserts snagging set of t 3

Blade speed too fast, and/or bla itch too fine.
Hard spots in material.

TEETH TCORN FROM BLADE -

Excessive feed pressure.

Gullets of teeth loa

Blade speed too fas a or blade pitch toco coarse.
Material pressure we o teeth.

BLADE DEVELOPING ;§i§§:

Excessive fe egég§g.

Guide inserts(sn blade.
Blade too wid r dius of cut.
Excessive blade sion.

Blade not_ tracking correctly.
Loss of t to gpe side of saw teeth.

BLADE BRA' IN CUT :

Workpiece not properly seated or securely held.

e spe too fast, and/or blade pitch too coarse.
icignt blade tension.

.backed up by guide thrust pads.

18
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UPPER ASSEMBLY / TRACKING HUB ASSEMBLY - ASSEMBLY No. SM1669

ITEM PART NUMBER AND DESCRIPTION <§§§§§§§7 No.OFF

NOTE, SM1669 Nos,

1 6701

7

3

4 6700

5

6

7

8 2473

9 SM1667
10 4891
11

15 6756
13 4919
14

15 SM1434
16 5060
17

18 5496
19 5313
20
DIk 4889/2
2
23 4988
24 SM862
25
26 6705
e

28 SM1676
29

30

a5l 4902 /1
32 7805
33 8315
34

35 7834
36

37 SM1675
38
39

40 67
41 5352/
42
43
44 78359
45 665
46 7354
47 829
48 %
51Q #8838

1-5, 26-30 & 37 ONLY.

Bandwheel Spindle

Thrust Washer

Drawn Cup Needle Roller Bearing
Bandwheel Hub

External Circlip

Washer

Hex. Screw

Bandwheel

Top Guard

Blade Guide
Hex. Nut
Table Insert
Washer

Coach Bolt
Guide Bracket
Washer

Hex. Screw
Guard Handle
Modified Cap
Soc. Set Scre
Top Guide P
Spring Flexo
Special
Clamping H
Coach

Pivot P2

= p=
[ N N e Vel ol S ANy

Starlock her

N
e I P B B e e e e S o eI S S e ey N S I D S S Sy Sy ey S N S S N U S N T I J WV RN R AP ¢ S SR

Ball Knob No.

Sel Lok Pin

Tracking Lock Knocb
Studding

Hex. Locknut

Handknob

Captive Thumb Screw
Top Door

Tension Indicator Plate
Bush

“e




A.L.T. SAWS & SPARES LTD
(Startrite Machine Specialist)
Unit 15Pier Road Industrial Estate
Gillinghatn
Kent
ME7 IRZ
Tel/Fax: 01634 850833
www.altsawsandspares.co.uk

Q
UPPER AS /TRACKING HUB ASSEMBLY

&
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UPPER ASSEMBLY (CONTINUED}.

ITEM PART NUMBER AND DESCRIPTICN No.OFF
53 Locking Washer Ctt§t§§;7
54 SM1392 Table
D5 7353 Fence Rail il
56 SM1671 Control Panel Assembly 1
57 Phil Self Tapping Screw 4

1
il

58 Starter WTNL
59 Flush Mounted Starter Switch

. for 3 Phase Machines. (Not Illustrated).
60 SM585/1

Thrust Rod Top }
61 Soc. Set. Screw
LOWER ASSEMBLY/MOTOR PLATFORM ASSEMBLY SM1670 & SMi670/3

NOTE:- SM1670 Nos. 80 - 86, 90 - 94, 100, 102, 103.

o

80 Self locking Nut

8L Washer

82 6701 Bandwheel Spindle

83 Thrust Washer

84 Drawn Cup Needle Roller Bearin 3

85 7796 Bandwheel Pulley .

86 Circlip Extermal

87 2473 Dia Bandwheel -
88 Washer 2]
89 Hex. Hd. Screw

20 Soc.Set. Screw

81 7797 Motor Pulley.

g2 Polyflex Vee Belt

93 Motor Shaft Key

94 Motor

96 Hex. Nut 1
97 Hex. Hd. Screw

98 7826 Spacer

99 Lock Washer

100 7840 Motor Platfio

1o02 Hex. Locknu

103 7824 Jacking Bolt
104 Hex. Hd.

105 2270 Wheel Brus

106 Hex. Hd

107 6942 Special Washe

108 5SM1668 Cabin

10% 78BS Captiwv Screw
110 SMle66 Lo '

111

112 He Nu

113 Wash

114 Stud

115 4884 TilgyPlate

116 488 Spacer

117 48 tom Guide Holder
118 Soc. Cap. Screw

11t 4911 (Table Clamp

120 Hammer Drive Screw

iz21 <§£§Z§j;7 Protractor Plate

Q
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LOWER ASSEMBLY (CONTINUED).
ITEM PART NUMBER AND DESCRIPTION

122 4838 Table Bracket

123 Hex. Hd. Screw .
124 Washer

125 2812 Pointer

126 4888 Bottom Guide Post

127 5060 Washer
128 sMB829'2 Guide Bracket Assembly (Lower)

129 Coach Bolt
130 Ccach Bolt |
131 4919 Washer

132 4831 Blade Guide
33 6748 Bottom Guard
134 Wing Nut

135 sM585/2 Thrust Rod Bottom
RIP FENCE - ASSEMBLY No.SM1435

150 sM1433 Rip Fence
151 6728 Thumb Screw
CIRCLE CUTTING ATTACHMENT - No.SM1437
152 M8 Full Nut
JI55 4919 Washer

154 6746 Clamping Sle
155 6744 Centre Rod
156 6745 Clamping
MITRE GAUGE - ASSEMBLY No.SMI
1.5V 210 Guide S

158 126 Thumb Scre

159 6749 Back or Rod {Found on SM1436)

160 6234 Th W
161 Pri te

DEPTH STOP - ASSE 7SM1436
162 olt

163 6749 Stop Rod
164 Screw

165 ping Block

166 Washer Form

674
167 @ Wing Nut

Q
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RIP FENCE
ASSEMBLY No.SM.1435

MITRE GAUGE
ASSEMBLY No.SM.1432

CIRCLE CUTTING ATTACHMENT
ASSEMBLY No.SM.1437

162 T
\%(, 847
Q
DEPTH STOP

=

i/{
1

ASSEMBLY No.SM.1436

Q

X .
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OPTIONAL EXTRAS AND ACCESSORIES. V

168 'Cyclair' Extraction Unit - 1 Phase
'Cyclair' Extraction Unit - 3 Phase

169 SM1393 Dust Extraction Unit to be coupled directl
to machine.

170 Model Bl5 Bandsaw brazer unit, for joinidyg b up
to Smm wide from bulk coil stocks.
NOT ILLUSTRATED :

. bandsaw blades joined r se, 102" long.
(Also available in 100' coils).
Wood & Metal cutting saw blades available-in v us pitches:-

;5“1 3‘16"1 ]z“l ;ﬂ“l §§" & %" wide.
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OPTIONAL EXTRAS

26

& ACCESSORIES

BANDSAW BRAZER




	Front Cover.pdf
	Shark Band Saw Blades Manual Page.pdf
	Page 0.pdf
	Page 1.pdf
	Page 2.pdf
	Page 3.pdf
	Page 4.pdf
	Page 5.pdf
	Page 6.pdf
	Page 7.pdf
	Page 8.pdf
	Page 9.pdf
	Page 10.pdf
	Page 11.pdf
	Page 12.pdf
	Page 13.pdf
	Page 14.pdf
	Page 15.pdf
	Page 16.pdf
	Page 17.pdf
	Page 18.pdf
	Page 19.pdf
	Page 20.pdf
	Page 21.pdf
	Page 22.pdf
	Page 23.pdf
	Page 24.pdf
	Page 25.pdf
	Page 26.pdf

