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1. Introduction

Kalamazoo Industries thanks you for your purchase of the KM10HS 10 Inch High Speed Non-Ferrous
Mitre Saw. Engineered for demanding shop environments, the KM10HS delivers reliable, precise
cutting across a broad range of non-ferrous materials including aluminum, brass, copper, and plastics.

The KM10HS is powered by a 3 HP motor available in single-phase (115V or 230V) or three-phase
(230V or 460V) configurations. Equipped with a high-speed carbide tipped blade running at 3450 RPM,
dual cam-lock vises, a cast aluminum arm and trunnion, and a retractable clamshell blade guard, the
KM10HS delivers clean, burr-free cuts with mitre capability of 45 degrees left and 60 degrees right. All-
steel base construction and a fully serviceable design ensure long-term operational reliability.

This manual must be read in its entirety prior to installation, commissioning, or operation of the
equipment. Thorough familiarity with the unit's capabilities, safety requirements, and prescribed
maintenance procedures is essential to safe operation and optimal performance.

1.1 Intended Use

The KM10HS is designed for precision cutting of non-ferrous materials in shop and industrial
environments. Suitable applications include, but are not limited to:

« Cutting aluminum bars, rods, tubing, pipe, and plate

» Cutting aluminum extrusions: window and door frames, architectural trim, structural profiles,
heat sinks

» Cutting plastics: acrylic, polycarbonate, PVC, ABS pipe, and thermoplastic panels
» Cutting brass and copper tubing, rods, and bars
» Cutting bronze, composite materials, laminates, and soft synthetics

CAUTION:

The KM10HS is not designed for use on ferrous metals (steel, iron), wet materials, or cutting
coolants. Always use appropriate personal protective equipment. Blade is not included and
must be purchased separately — use only a 10-inch carbide-tipped blade rated for 3450
RPM.
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A WARNING:

TO REDUCE THE RISK OF FIRE, ELECTRIC SHOCK, OR PERSONAL INJURY, ALL
SAFETY INSTRUCTIONS MUST BE READ AND UNDERSTOOD BEFORE OPERATING
THIS EQUIPMENT. Non-compliance with these guidelines may result in serious injury or
death.

2. Safety Information

2.1 General Safety Precautions

1. Personal protective equipment (PPE) must be always worn during operation, including safety
glasses or face shield, hearing protection, and a dust mask or respirator appropriate for the
material being processed.

The work area must be kept clean, organized, and adequately always illuminated.

3. This equipment must not be operated by personnel under the influence of drugs, alcohol, or any
medication that may impair judgment or reaction time.

4. The unit must not be left running unattended.

5. Power must be disconnected prior to performing any maintenance, blade changes, or
adjustments.

6. The unit must be positioned on a level, stable surface always during operation.
7. Unauthorized personnel must be always kept clear of the operating machine.

8. Always secure the workpiece firmly in the vise before initiating a cut. Never hold workpieces
freehand.

9. Never reach into the cutting area while the blade is in motion or coasting to a stop.

N

2.2 Electrical Safety
» The machine must be properly grounded prior to operation in accordance with applicable
electrical codes.

» Confirm that facility voltage matches the unit's configuration before making any electrical
connection.

» All electrical installation and repair work must be performed by a qualified electrician.

» The unit must not be operated if wiring or electrical components show signs of damage or
deterioration.

» Power supply cords must be routed to prevent tripping hazards and contact with moving parts.
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2.3 Blade Safety

A WARNING:

DISCONNECT POWER before changing or inspecting the saw blade. Never attempt to
change a blade while the unit is energized or coasting to a stop.

Inspect the blade before each use. Discard any blade that is cracked, missing carbide tips, or
otherwise damaged.

Only use a 10-inch carbide-tipped blade with a 5/8-inch arbor, rated for 3450 RPM operation.
Always ensure the retractable clamshell blade guard is properly seated before operating.
Stand clear of the blade plane during startup in the event of blade failure.

Do not apply excessive downward force. Let the blade do the work.

Never wear loose clothing, ties, or gloves that could become entangled in the blade.

2.4 Fire and Chip Safety

Non-ferrous cutting produces chips and fine particles. Keep all flammable materials clear of the
work area.

Never use this machine to cut ferrous metals, abrasive materials, or materials not rated for use
with carbide blades.

Clean accumulated chips and debris from the unit and work area after each use.
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3. Technical Specifications

3.1 Motor and Electrical

5. Installation and Setup

5.1 Unpacking and Inspection

10. Remove all packaging materials carefully and thoroughly inspect the unit for any damage
sustained during transit.

11. Verify that all components are present and accounted for against the packing list included with
the shipment.

12. Any shipping damage or component discrepancies must be reported to Kalamazoo Industries
immediately upon receipt.

13. Remove any protective coatings or coverings from machined and finished surfaces prior to
installation.

5.2 Location Requirements

» The unit must be installed on a level, stable surface of sufficient load-bearing capacity.

* Adequate clearance must be maintained on all sides of the unit to permit unobstructed operation
and safe maintenance access.

* The installation area must be well lit and adequately ventilated.
* Where possible, connect the unit to a chip collection system to control airborne particulate.
+ Keep the unit clear of water, cutting coolants, and all liquids at all times.

5.3 Electrical Connection

CAUTION:

All electrical connections must be carried out by a qualified electrician and must comply with
applicable local, state, and national electrical codes.

14. Confirm that the facility power supply voltage and phase correspond to the KM10HS
configuration ordered (1PH 115V, 1PH 230V, 3PH 230V, or 3PH 460V). Refer to Section 3.1 for
full-load amperage values.

15. Connect the unit to a properly rated circuit with appropriate overcurrent protection.

16. Verify that the unit is correctly grounded in accordance with applicable electrical code
requirements.
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5.4 Blade Installation

A WARNING:

DISCONNECT POWER before installing or removing the saw blade. Ensure the blade is
rated for 3450 RPM and has a 5/8-inch arbor bore. Blade is not included with the KM10HS
and must be purchased separately.

17. Disconnect the unit from power at the source.
18. Open the retractable clamshell blade guard and secure it in the open position.

19. Install the carbide-tipped blade onto the 5/8-inch spindle arbor, ensuring the blade rotation
arrow (if present) matches the intended direction of blade travel.

20. Install the arbor flange and tighten the arbor nut securely using the appropriate wrenches.
21. Close and verify proper seating of the clamshell blade guard before energizing the unit.

5.5 Mitre Angle Setup

22. Loosen the lever-lock table locking mechanism.

23. Rotate the saw head to the desired mitre angle (45 degrees left or 60 degrees right maximum).
24. Use the positive index holes and locking pin for common preset angles.

25. Engage the lever-lock and verify the head is firmly secured before commencing any cuts.
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6. Operation Instructions

6.1 Vise Setup and Workpiece Clamping

The KM10HS features two cam-lock vises that must be used to secure the workpiece before every cut.
Proper clamping is essential to operator safety and cut quality.

26.
27.

28.
29.

Position the workpiece against the saw fence and within both vise jaws.

Engage the cam-lock on both vises to clamp the workpiece securely. The workpiece must not
move when pressure is applied by hand.

Verify that the workpiece extends beyond the blade path on both sides by an adequate margin.
Do not attempt to cut any workpiece that cannot be securely clamped by the vises.

6.2 Pre-Operation Checklist

Inspect the blade for missing or damaged carbide tips, cracks, or any visible defects. Replace if
any defects are found.

Verify that the blade guard is properly seated and functioning.
Confirm the saw head is locked securely at the desired mitre angle.
Verify that facility voltage matches the unit's electrical configuration.

Don all required personal protective equipment: safety glasses or face shield, hearing
protection, and appropriate dust mask.

Ensure the work area is clear of chips, debris, and bystanders.

6.3 Operating Procedure

30.

31

34.

35.

36.

Position the unit on a stable surface. Ensure all hardware is tight.

. Configure the mitre angle as described in Section 5.5 and lock in place.
32.
33.

Secure the workpiece in the cam-lock vises as described in Section 6.1.

Energize the unit using the magnetic on/off switch. Allow the blade to reach full operating speed
before initiating the cutting stroke.

Initiate the cutting stroke using smooth, controlled downward pressure on the handle. Do not
force the blade through the material — let the carbide teeth do the cutting.

Complete the cutting stroke fully through the workpiece, then raise the head to the full up
position before releasing the vises.

De-energize the unit using the magnetic switch. Allow the blade to come to a complete stop
before handling the workpiece or making any adjustments.

6.4 Operating Recommendations

Always allow the blade to reach full speed before initiating the cutting stroke. Never start the unit
with the blade already in contact with the workpiece.

Replace the blade when carbide tips show excessive wear, chipping, or when cut quality
degrades. A dull blade generates more heat and produces rough, burred cuts.

We recommend using a metered drip system, which delivers controlled drops of lubricant
directly to the cutting zone, reducing friction, extending blade life, and improving cut quality.
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7. Maintenance

Adherence to a regular maintenance schedule is essential to the long-term reliability and performance
of the KM10HS. The following procedures outline the minimum recommended maintenance intervals.

7.1 Daily Maintenance

Inspect the blade for missing carbide tips, cracks, or damage. Replace if any defects are found.

Remove accumulated chips, aluminum dust, and debris from the machine surfaces, vises, table,
and surrounding area after each use.

Inspect both cam-lock vises for secure operation and correct clamping force.
Verify that the blade guard retracts and returns to the closed position properly.

7.2 Weekly Maintenance

The KM10HS must be thoroughly cleaned at minimum once per week.

Thoroughly clean all surfaces using a brush or vacuum. Pay particular attention to chip buildup
on the table, base, and vise mechanisms.

Inspect the cam-lock vise mechanisms for smooth operation. Clean and lubricate lightly with a
compatible machine olil if stiff or binding.

Inspect and tighten all accessible fasteners, including those securing the saw arm, vises, and
motor mount.

Inspect the V-belt for wear, cracking, or fraying. Replace if belt condition is compromised.
Inspect the lever-lock table locking mechanism for proper engagement and security.

A WARNING:

The saw blade must be replaced or thoroughly inspected any time carbide tip damage is
suspected. Operating with a damaged blade is a serious safety hazard and may result in
catastrophic blade failure.

7.3 Monthly Maintenance

Inspect the motor housing for dust accumulation and clean as necessary to prevent
overheating.

Inspect all wiring and electrical connections for signs of wear, damage, or loosening.

Inspect the spindle arbor for wear or damage. Verify that the arbor nut is torqued correctly.
Inspect sealed ball bearings for noise or roughness during operation. Replace bearings showing
signs of wear or contamination.

Inspect the cast aluminum arm and trunnion for cracks or play in the mitre pivot. Tighten or
adjust as required.
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8. Troubleshooting

The following table identifies common operational issues and recommended corrective actions. If an
issue cannot be resolved using the procedures listed, contact Kalamazoo Industries customer service.

Symptom Corrective Action

Blade will not reach full speed

Verify power supply is connected and circuit breaker or
fuse is not tripped. Confirm the magnetic switch is fully
engaged. Inspect the V-belt for slippage or breakage.
Verify line voltage matches unit specifications.

Rough or burred cuts

Inspect the blade for dull or damaged carbide tips —
replace if worn. Verify workpiece is clamped securely in
both vises. Reduce feed rate during cutting stroke.
Confirm blade rotation direction is correct.

Excessive heat on workpiece or
blade

Reduce cutting pressure. Inspect blade for dull carbide
tips. Allow periodic cool-down cycles during extended
production runs. Verify the blade is appropriate for the
material being cut.

Workpiece moves during cut

Ensure both cam-lock vises are fully engaged and
clamping securely. Inspect vise jaws for wear. Verify the
workpiece is properly supported and not overhanging
excessively.

Mitre angle shifts during cut

Tighten the lever-lock fully before initiating any cut.
Verify the locking pin is engaged in the index hole for the
desired angle. Inspect the lever-lock mechanism for
wear.

Excessive noise or vibration

Inspect the blade for missing or damaged carbide tips.
Verify arbor nut is properly torqued. Check all fasteners
for tightness. Ensure the unit is on a stable, level
surface.

Blade guard does not retract
properly

Inspect the guard mechanism for chip buildup or
obstruction. Clean the guard pivot and return spring. If
the guard is damaged, replace immediately before
further operation.

Unit does not start

Verify power supply connection and check circuit
breaker or fuse. Confirm magnetic switch is functional.
Inspect power cord for damage. Contact Kalamazoo
Industries if the issue persists.

Motor overheating

Ensure adequate ventilation around the unit. Clean
accumulated dust from the motor housing. Reduce
operating load or allow cooling periods. Verify line
voltage matches unit specifications.
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8.4 V-Belt Inspection and Tensioning

The V-belt transfers power from the motor to the saw spindle. A belt that is too loose will slip under
load, generating heat and reducing cut quality. A belt that is over-tightened places excessive stress on
the motor and spindle bearings, shortening their service life. Inspect and adjust belt tension as part of
the weekly maintenance routine.

Checking Belt Tension

A WARNING:

DISCONNECT POWER before inspecting or adjusting the V-belt. Never reach inside the belt
guard while the unit is energized or coasting to a stop.

» Disconnect the unit from power at the source.

» Open or remove the V-belt guard to expose the belt and pulleys.

» Locate the midpoint of the longest belt span between the motor pulley and the spindle pulley.

* Apply firm thumb pressure at the midpoint of the belt span. A correctly tensioned belt should
deflect approximately 1/4 inch (6 mm) under moderate thumb pressure (approximately 10 Ibs of
force). If deflection is significantly more than 1/4 inch, the belt is too loose. If the belt feels rigid
and deflects less than 1/8 inch, it is over-tightened.

» Also inspect the belt visually for cracking, fraying, glazing, or missing material. Replace the belt
immediately if any of these defects are found — do not attempt to continue operating with a

» Disconnect the unit from power at the source before making any adjustments.

* Loosen the motor mounting bolts sufficiently to allow the motor to slide along the motor mount
adjustment slots.

* To increase tension, slide the motor away from the spindle pulley. To decrease tension, slide
the motor toward the spindle pulley. Move the motor in small increments.

* Re-check belt deflection at the midpoint after each adjustment. Target deflection is
approximately 1/4 inch under moderate thumb pressure.

» Once the correct tension is achieved, verify that the motor pulleys are properly aligned — the
belt should run straight and centered on both pulleys with no side load or angular misalignment.
Adjust the motor position laterally if necessary.

« Tighten all motor mounting bolts securely and evenly. Re-check belt tension one final time after
tightening, as tightening the bolts can slightly shift the motor position.

* Reinstall and secure the belt guard before restoring power to the unit.

Belt Replacement

Replace the V-belt if any of the following conditions are observed: cracking, fraying, or splitting of the
belt body; glazing or hardening of the contact surface; visible cord separation; or if the belt cannot be
tensioned to the correct specification due to excessive stretch. Contact Kalamazoo Industries at 1-800-
592-2050 or visit www.kalamazooind.com/parts-by-category to order a genuine replacement belt.
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9. Replacement Parts

Genuine Kalamazoo Industries replacement parts are maintained in stock and shipped directly from
Kalamazoo, Michigan. All components of the KM10HS are serviceable and replaceable regardless of
the age of the unit. The use of genuine replacement parts is strongly recommended to ensure
continued performance, reliability, and warranty compliance.

Description ‘ Details

381-003 Handle with Grip I;lgri)rl]icr;]esn;svr: 1/2 inch handle with grip — fits 7-

053-001 Eccentric Bushing with Bearing I(\/IFJ;rret ;aowggg_ggﬁ?ntrlc bushing with bearing

431-001 Vise Front Jaw Replacement vise front jaw (Part No. 431-001)

9.1 Ordering Parts

Replacement parts may be ordered by contacting Kalamazoo Industries directly or through the online
parts store at www.kalamazooind.com/parts-by-category. Please have the machine model number
(KM10HS) available when placing an order to ensure accurate part selection.
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10. Warranty Information

10.1 Warranty Coverage

All parts are warranted for one year from the original date of purchase to the original purchaser. This
warranty covers the replacement of parts found to be defective in material or workmanship under
normal use. Some exclusions may apply.

10.2 Warranty Exclusions
This warranty does not cover:

* Normal wear items including blades, bearings, and V-belts.

+ Damage resulting from misuse, abuse, or improper maintenance.

» Damage from cutting inappropriate or ferrous materials.

* Modifications or alterations to the machine.

» Damage caused by improper electrical connection or voltage supply.
» Labor or installation costs.

This warranty is non-transferable and applies only to the original purchaser.

10.3 Return Authorization

A Return Authorization (RA) number must be obtained before returning any merchandise. Contact
Customer Service at 1-800-592-2050 to request authorization. Items returned without prior
authorization may not be accepted.

* Return shipping costs are the responsibility of the customer.
* Credit will be issued upon inspection of the returned item.
* A 10% restocking fee applies to all returns.

» The restocking fee is waived if a replacement order is placed on the same day the return is
initiated.

www.kalamazooind.com | 1-800-592-2050 Page 11



11. Contact Information

KALAMAZOO INDUSTRIES, INC.

6856 E K Ave, Kalamazoo, Michigan

1-800-592-2050

www.kalamazooind.com

Office Hours: Monday — Friday, 8:00 AM — 4:30 PM EST

Online Resources

* Product Registration: www.kalamazooind.com/product-registration
» Parts Orders: www.kalamazooind.com/parts-by-category

» Technical Videos: www.kalamazooind.com/videos

» Contact Form: www.kalamazooind.com/contact-us

*  KM10HS Product Page: kalamazooind.com/product/km10hs-10-inch-heavy-duty-non-ferrous-
mitre-saw/

Thank you for choosing Kalamazoo Industries!
Made in the USA
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Maintenance Log
Record all maintenance, inspections, and service activities below. This log should accompany the unit
for the duration of its service life.

Sign Off

Performed By Service Description Notes / Parts Used
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17 |292-008 LOOSE FLANGE FOR K10B AND 25K7| 1 G
SPINDLE NUT FOR K10B, K10SW,
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24 [293-001 O ]
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27 |562-020 TABLE INDEX PIN FOR KM14 ]
SPACER, VISE FOR KM10 AND KM14
28 [699-005 R ]
29 |454-004 LOCK, TABLE MITRE FOR KM10, KM14| 1
30 RHRAO12008 1/8 ROUND HEAD RIVET 2
31 RUDZ007008 #7 X 1/2 RD U-DRIVE SCREW 7 ] =
SCREW, TABLE LOCK FOR KM10
32 |696-013A MITRE SAW (4-1/2 LONG) !
33 [381-012 HANDLE, TABLE LOCK FOR KM14 ]
34 |441-002 K10-16 VISE LOCK HANDLE KNOB ]
35 |SSSA025006 1/4-20 X 3/8 SOC SET CUP PT :
36 FHN5062 5/8-11 FHN GR5 2 ]
37 |cPNzo62 5/8-11 CAP NUT Z ]
38 |SHCA031020 5/16-18 X 1-1/4 SHCS ]
3 HP MOTOR FOR FOR K8B, K10B,
39 486-006 KM10, BG260H AND S460W ]
40 UFWZ031 5/16 USS F/W Z 8
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47 |SSKA031006 5/16-18 X 3/8 SOC SET KNURL PT. 2
V-BELT FOR K10, KM10, S6MW,
4 RND-0.31-18 THRD 3-1/4 INCHES OF 5/16-18 THREADED :
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59 BWWAO3] 5/16 BOWED SPRING WASHER 21/64] 1 D
POST FOR KM10HS CLAMSHELL
60 455-006POST WHEEL GUARD LEVER ASSEMBLY ‘
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