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SAFETY FIRST!
IMPORTANT SAFETY INFORMATION. READ ALL WARNINGS BEFORE OPERATING THIS PRODUCT.

GENERAL WARNINGS
WARNING: Installation of your TigerStop Product must be done by a person trained in the safe design and installation of
automation products, and in the safe operation of power equipment. Ensure that such installation meets all legally required
safety requirements and guidelines, and that proper guarding and safety devices are provided on all sides of the equipment to
preclude unintended access during operation. Consult with and follow the recommendations of a qualified safety engineer.
WARNING: TigerStop Products are components intended for use in conjunction with potentially dangerous machinery. The use
of TigerStop Products does not make other machinery safe. TigerStop Products are not intended to substitute, in any manner,
for safe operating practices in general, or for safety features present in other machines designed to make those machines as
safe as possible. TIGERSTOP PRODUCTS, IF USED OR INSTALLED IMPROPERLY, MAY CAUSE PERSONAL INJURY OR
DEATH AND SHOULD ONLY BE OPERATED BY PERSONS TRAINED IN THEIR SAFE OPERATING PROCEDURES. Illustrations
of TigerStop Products in use do not show, and are not intended to show, all safety features and practices necessary for their
safe operation.

INSTALLATION WARNINGS
WARNING: TigerStop Products must be installed in accordance with all local, state, and federal regulations. Only personnel
properly trained in the safe design and installation of automation machinery and related power equipment should install
TigerStop Products onto other equipment, to ensure a safe and proper work station. TigerStop Products should not be operated
without proper training, both in the operation of TigerStop Products, and in the operation of related equipment.
IMPORTANT CAUTION:
The motor box (compartment) contains DC voltage with potentially FATAL amperage. NEVER attempt any unauthorized actions
inside the motor box.

INTERCONNECTS
WARNING: Using a TigerStop interconnect does not relieve you of the responsibility for making sure that your saw or other
tool has all the necessary safety equipment in place. All installations must meet all legally required safety requirements and
guidelines. Installation and training should be done following the recommendations of a qualified safety engineer.

OPERATION
DANGER: This machine can start, move and stop automatically. Keep hands and loose clothing clear of moving parts while
operating. Moving parts can crush and cut. When used with a saw or other cutting equipment, bodily injury and death may result
if operated without safety guards on all machines. Do not operate with guards removed. Operators must wear adequate eye and
ear protection.
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IMPORTANT SAFETY INFORMATION. READ ALL WARNINGS BEFORE OPERATING THIS PRODUCT.

DANGER! Don’t get pinched by the push feeder. Keep your hands away when in motion!

Keep the work area clean and well lighted to avoid accidental injury.

Do not use TigerStop machines in a dangerous environment. Using power tools in damp
or wet locations or in rain can cause shock or electrocution.

Do not operate near ﬂammable liquids or in gaseous or explosive atmospheres!

Wear proper apparel, no loose clothes, long hair or jewelry which could get pulled into
moving machinery or materials. Wear non slip footwear, safety glasses, ear protection
and a dust mask.

Use only 3-wire extension cords that have 3-prong grounding type plugs and 3-pole
receptacles that accept the tools plug for 120VAC. Use only 5-wire cords and plugs
when using 3 phase.

Do not open motor compartment or controller keypad. DC Voltage with potentially
FATAL amperage! Disconnect power before servicing. No user-serviceable parts inside.

DO NOT operate this or any machine under the inﬂuence of drugs or alcohol!
No one should operate this machine except for fully qualiﬁed personnel.
READ THE MANUAL!
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System Requirements
Saw Power

208 VAC 3 Ph
240 VAC 3 Ph
460 VAC 3 Ph
480 VAC 3 Ph

30 Amps
30 Amps
20 Amps
20 Amps

All phases must be balanced from each phase to ground and from phase to phase. Voltages
must be within +/- 10%. Line to neutral voltage and line to line voltage must NOT exceed 140
VAC and line to line voltage must not exceed 240 VAC for a 208/240 system. Line to neutral
voltage must not exceed 300 VAC for a 460/480 system. TigerSaw 2000 must have its own
dedicated circuit. No other equipment or devices should be on the same circuit.

WARNING! Do NOT use a high leg delta circuit to power TigerSaw 2000!
If you are not sure what kind of circuit you are using, STOP! Have a qualified electrician confirm the main power
circuit.

Grounding
TigerSaw 2000 must be properly grounded. TigerStop recommends a qualified electrician
perform the grounding of the system. In the event of electrical short, ground provides a path of
least resistance to reduce the risk of electrical shock.

WARNING! Operating TigerSaw 2000 without proper grounding
can result in electric shock or electrocution.
Air Requirements

Dust Extraction

Minimum Air Pressure
Minimum Flow

Port Diameter
Dust Extraction Speed
Dust Extraction Flow
Approximate Inlet
Pressure Drop

80 PSI (5.5 Bar)
6 CFM

4 inches (102mm)
6900 ft/min (35 m/s)
600 CFM (1020 m3/hr)
0.036 psi (250 Pa)

IMPORTANT! TigerSaw must be connected to an active external chip
and dust extraction system at all times during operation.
•
•
•
•
•

Exhaust port is circular, appropriate for a Nordfab quick fit connection.
Dust extraction must be adequate to effectively remove all chips from the saw to prevent
migration of saw waste onto pulleys and belts.
Dust exposure is influenced by the material and geometry being processed.
If additional dust control is needed, tabletop extraction can be added through two 4”
knockouts in the top rear of the tabletop guarding.
Dust extraction from the saw base is affected by the condition of the throat plates, cap guard,
and chip breaker.
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Safety
Please follow these basic safety guidelines. This list is in no way complete as every environment and shop
is different.
Always treat TigerSaw and all power tools with caution and respect. Failure to do so could result in
serious personal injury, damage to equipment or poor quality of cut.
• Never leave a running TigerSaw unattended.
• Do not attempt to remove anything from the cutting area by hand while the TigerSaw is running. If
necessary, use a push stick or similar safety appliance.
• Always wear proper work apparel when operating TigerSaw. No loose clothing, rings, or other
jewelry which could get caught in moving parts. Keep long hair tied back.
• Never operate TigerSaw without proper training.
• Always read the operation manual before attempting to install or use TigerSaw.
Always keep work area clean and organized, clear of dust and debris, and free of objects that could cause
accidents, damage to the machine or personal injury.
• The floor around the machine must be level, well-maintained, and free of loose material (including
chips and off-cuts).
• Never clean dust or debris off the saw or tables by hand. Use forced air or a shop brush.
• Chips and dust must be removed regularly to avoid the risk of fire.
• Stock and finished work should be located close to the operator’s normal working position.
Follow the blade manufacturer’s instructions for use, adjustment, and repair of saw blades.
• Always observe the maximum speed marked on the blade.
• Always use correctly sharpened saw blades.
• Use only the flanges (collars) supplied with the TigerSaw, and ensure that they are free of wear
and foreign particles when changing or inspecting the blade.
Always maintain machinery safely and with care.
• Follow instructions for maintenance and lubrication.
• Report faults in the machine, including guards and blades, as soon as they are discovered.
• Always ensure that guards and other safety devices are in place, in good working order, and well
maintained.
• Never disable or bypass safety circuitry.
• Always power OFF and follow proper lock out/tag out procedures before making adjustments
or performing maintenance work. Ensure that all guards and safety devices have been replaced
before releasing the machine.
• Always ensure clamps are working properly.
Wear suitable personal protective equipment when necessary.
• Always wear safety glasses when operating or nearby the TigerSaw to reduce the risk of injury
from flying debris.
• Always wear ear protection when operating or nearby the TigerSaw to reduce the risk of induced
hearing loss.
• Always wear gloves when handling saw blades. Carry blades in a holder whenever possible.
• Always wear steel-toed footwear when processing heavy or large stock.
• Wear respiratory protection if the stock being processed produces harmful dust.

Warning Labels and Locations
Front View

Side of Saw Guard

Side of Saw Guard

TigerStop Scan Head

Infeed Table Front
Outfeed Table Front
Saw Cabinet

Saw Cabinet

Back View

Back of Saw Guard

Back of Saw Guard
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Ergonomics
Posture
As with any occupational task, posture is an important consideration while using TigerSaw
systems.
Maintaining a neutral posture whenever possible reduces the risk for musculoskeletal
disorders and repetitive strain injuries. In a neutral posture:
• Feet rest comfortably on the floor, one foot slightly forward. Floor mats or insoles are
recommended.
• Knees are not locked.
• Head, neck, and shoulders are vertically aligned above the hips.
• Upper arms are at rest against the torso.
• Elbows are bent approximately 90 degrees.
• Wrists are straight and flat so that hands are in-line with forearms.
It is easiest to maintain a neutral posture for tasks at heights between mid-thigh and mid-chest.
This should be a consideration for material staging and transport.

Human error and behavior
Frequent changes in posture and range of motion are another way to reduce risk for
musculoskeletal disorders and repetitive strain injuries.
• Breaks are important; shorter but more frequent breaks are best.
• Stretching, sitting, or lying down during breaks is encouraged.
• Rotating workers through multiple tasks can help maintain productivity while promoting
variety in posture and movements.
Care should be taken to avoid encouraging risky behavior when measuring productivity.
Eliminating distractions and providing checklists for complex tasks can reduce the frequency
of unconscious errors.
Reduced time pressure, adequate training, and written procedures or diagrams can reduce the
frequency of decision-making errors.
Adequate supervision, realistic requirements, sufficient resources, and open communication
with workers can reduce the frequency of deliberate violations.
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Noise
The noise associated with circular sawing is proportional to energy wasted in the cutting
action.
There are three primary ways to minimize blade noise.
1. Use blades selected or designed to reduce emitted noise. Considerations include the gullet
geometry, tooth profile, and the material used in the teeth.
2. Adjust the stroke speed. Cutting faster typically means more wasted energy, and cutting
too fast can result in clogged gullets. The appropriate stroke speed is influenced by
material, tooth angle and size, cut depth, gullet size, and the speed of the tooth at contact.
3. Maintenance. A well-sharpened blade is critical to saw performance. Ensure that the blade
assembly is completely free from defects and debris, and secured at all times.
The A-weighted emission sound pressure level at workstations was measured to be 78 dB in
a harsh test case (old blade, thick-walled hollow aluminum extrusion, high stroke speed). This
corresponds with an A-weighted sound power level of 90 dB emitted by the machinery.
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TigerSaw Anatomy
Out Feed
Side

Guard
Door

TigerStop
Controller

Scanning Head
In Feed
Side

TigerStop
Pusher

Material Staging
Brackets

Blade Access
Door

Air Prep

Saw Control
Cabinet

Installation
Unpack/Assemble Saw Base
To ensure stability in transport, TigerSaw systems are shipped in three
pieces.
1. Positioner: crated or shrink-wrapped in styrofoam
2. Tables: disassembled and palletized
3. Saw: crated (lagged and banded, with an additional wooden support)

Leveling Nut
Locking Nut
Saw Foot
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Range
Marker

Kill Line

Assemble Tables
Note: Tilted tables are assembled differently than flat ones. See below if your tables are tilted.

Note: Position the table leg lagging point to the
BACK of the table.

Note: When joining two tables, use a table
leg bracket to join the two table ends.

The Differences with Tilted Tables
Note: Here are the differences between flat and tilted table assembly.

Straight brackets face
opposite directions.

Flat Table

Tilt brackets face the
same direction and are
offset vertically to achieve
the desired slope.

Tilted Table
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Connect Tables to Saw

Critical Leg Location!
Leg must be mounted here.
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Critical Leg Location!
Leg must be mounted here.

Install TigerStop
Note: If you purchased a TigerTurbo or a HeavyDuty 2, use the separate installation manual supplied. TigerTurbo will
be mounted with the motor away from the saw.

1. Unpackage and place TigerStop on the in feed table, with the motor box facing up. If you are
using TigerSaw 2000 for metal working, place TigerStop with the motor box away from the
saw.
2. Insert the T-bolts from the hardware pack into the TigerStop mounting slots.
3. Rotate TigerStop and insert into the saw guard.
4. Place TigerStop on the table so that the T-bolts go through the holes in the table.
5. Slide TigerStop up against the saw back fence.
6. Attach the washer, lock washer and nut on each T-bolt. Tighten evenly.

Mount Cable Tray
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Attach TigerSaw Scanning Head

Note: The TigerSaw scanning head is shipped
with the saw base.

1. Lower the scanning head onto the
TigerStop carriage.
2. Fasten the scanning head hardware
from both sides.
Note: Hardware can be accessed from the
bottom of the scanning head.

3. Lay the cable track into the cable
tray.

Route Scanning Head Cables to Control Box

1. Route the cables coming out of the
cable track through the cable tray
and into the saw guard.
2. Drop the cables through the hole in
the saw guard.
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3. Route the cables ABOVE the saw
motor and into the I/O control box
(box with glass cover).
The cables will be connected in the
“Final Connections” section.

Attach Staging Brackets

Flat Tables

Tilted Tables

Attach and Tension Kill Line
1. Attach the kill line switch to the end of the out feed table.
2. Thread the kill line through the saw base and the in feed staging brackets.
3. Connect the kill line to the eye bolt at the end of the table.
4. Tension the nut on the end of the eye bolt until you can reset the kill line switch.

Note: The kill line must be under tension to reset. Too much or too little tension and the safety switch will not reset.
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Tension Nut
Ink jet Printer Installation

Note: When using an ink jet printer with TigerSaw pneumatic clamps, printing placement may vary on parts smaller
than 9 inches.
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Final Connections

From

Going To

Labeled

Cable End

White End (Amplifier)
Black End (I/O Panel)

I/O Panel
Amp plug

15 Pin

TigerStop Amplifier

Int In

(Gray Cable)

6 Pin
I/O Panel
Interlock In

TigerStop Amplifier

Black TigerStop
Power Cable
Power Cable
TigerStop Control
Box

TigerStop Motor Box

UV Det

M12
I/O Panel
Tool At Rest Plug

UV Sensor
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From

Going To

Labeled

Cable End

Edge

M12
I/O Panel
Cycle Start Plug

IR Sensor

T Out

4 Pin
I/O Panel

Tool Out Plug

Air Solenoid

No Label

Tubing
Air Prep

Air Solenoid

No Label

TigerStop Control
Box
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Printer

Power
Connector

From

Going To

Labeled

Cable End

Printer Encoder

Printer

M12

TigerStop Motor Box

Printer

RJ55
TigerStop Control
Box

Printer
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First Power up
Locate and Reset Emergency Stops
Guard Door Interlock
(Close door to reset)

Kill Line

(Pull blue button to reset)

Blade Access Door Interlock
(Close door to reset)

Error Indicators
Control Panel

Saw Cabinet
(Twist to reset)

Power Up TigerStop and Saw
TigerSaw 2000’s main power switch is on the front of the control panel. TigerStop has its own
power switch located on the TigerStop motor box

Control Panel

(Twist to power up)

TigerStop Motor
Box
(Red toggle switch)
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TigerStop Controller Setup
Enable TigerStop
TigerSaw 2000 will not function until you enter the enable code, which is supplied by TigerStop
Customer Service.
The enable code notifies TigerStop, LLC when your new TigerSaw 2000 is about to be put into
service. This lets us start the warranty on the exact day you turn it on.

How to Enable TigerStop
1. Fill out the TigerStop Warranty Registration sheet that is
shipped with your TigerStop controller.
Fax or email the registration to;
(360) 260-0755
service@tigerstop.com
You may also register your warranty by phone;
TigerStop Customer Service
(360) 254-0661
TigerStop Customer Service will contact you by phone to give you
the enable code, within the hour during regular business hours,
Monday through Friday 6:00 am - 4:00 pm PST.
2. When you have received your enable code, power up TigerStop.
3. TigerSaw 2000 will ask you to enter your enable code. Enter the code received from
TigerStop and press [=].
Your TigerStop has now been enabled.

Run the Home Routine
After the enable code is entered, the TigerStop screen will say, “Press START to run the Home
Routine”. TigerStop will run this routine anytime it is powered up. The home routine is a 3 step
process where TigerStop will move to its farthest possible location.
Before running the home routine, check that the saw control panel’s indicator lights are all on. If
any indicator lights are off, the home routine will fail and cause an X-out. Light all indicators and
run the home routine again to clear the error.
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When finished, TigerStop will display the Ready Screen

The Ready Screen is the starting point for all TigerStop functions. Lets take a look at the screen.
Line 1 displays the “heartbeat”. The heartbeat is a line that rotates
and lets you know that TigerStop is functioning normally. The letter
next to the heartbeat is the drive indicator. This tells you what
TigerStop is doing.

Drive Indicator
H
A
C
D
L
T

Holding Still
Accelerating
Constant Speed
Decelerating
Lash
Waiting for Text
Entry

W
X
N
S
J
---

Waiting
Drive Disabled
Communication Error
Stopping
Jog

---

Line 2 shows the current position. The position will show with “in”
when in inches mode and will show with “mm” when in metric mode.

Line 3 shows the next position that the TigerStop will go to. This is
also where user input is shown.

Line 4 displays the soft key prompts. These prompts tell you what
the soft key button below it does. These can change when you
access different screens.
Check Safety
After the home routine, you may see a ‘Check Safety’ error. ‘Check
Safety’ will prevent you from moving TigerStop. If you see this error,
check the following;
• Ensure the Lubricool system has lubrication in the resevoir
• Ensure the air prep is turned on and you have at least 80 PSI
• Ensure the saw motor is powered up
Note: To easily find the fault, TigerSaw 2000 has a series of lights on the saw
control cabinet that tells you which of these three errors is occurring.
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Once the issue resolved, press

START

to clear the error.

Find the End Limits
The “Find Limit” routine automatically finds the minimum and maximum limits of travel. The
TigerStop will move to the home end and will then move to its farthest end during this routine.
1. Start at the Ready Screen. Press the [Show] soft key to display
more options.

2. Press the [Menu] soft key to access the menu select screen.

3. Enter the password and press

.

Note: By default, the TigerStop password is set to the serial number.

4. At the menu select screen, press the [Setup] soft key to access
the Setup menu.
5. Press the

button 3 times.

To run the Find Limit routine...
1. Ensure TigerStop can move its entire travel without obstruction.
2. Press [Start] to start the routine.

Note: TigerStop will now move all the way to its maximum and minimum limits. Ensure the deck is clear.

3. When the routine has finished, TigerStop will take you back to the setup menu.
Calibrate TigerStop
Calibration sets the distance the TigerStop is from the saw blade.
1. From the Find Limits setting, press
Calibrate setting.

until you get to the

To calibrate the TigerStop...
1. Cut a sample piece of material.
2. Measure and enter the length of the piece.
3. Press
to save the parameter.
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Set Kerf
The kerf is the measure of how much material is destroyed by the saw blade during a cut.
1. From the Calibrate setting, press
setting.

until you get to the Kerf

To measure kerf...
1. Cut a sample piece and measure it with a caliper. Record your measurement.
2. Cut this piece in half.
3. Put the two pieces together as if they were one piece and re-measure with a caliper.
4. The difference between the measurement in step 1 and the measurement in step 3 will be your
kerf value.
5. Enter your kerf value and press the [Done] soft key to save the parameter.
Note: It is important to check and reset the kerf every time the saw blade is changed.

Set Units
TigerStop can be used in inches or metric. If you do not wish to change the units, skip this step.

1. From the Ready Screen, press the [Show] soft key to show the
menu options.

1. Press the [Menu] soft key to display the Menu Select screen.

2. Enter your TigerStop password and press

.

Note: By default, the TigerStop password is set to the serial number.

3. At the Menu Select screen, press the [Options] soft key to
access the Options menu.

4. Press
Units.

to scroll through the settings. Stop when you get to

5. Press [B] to toggle between inches and metric.
6. Press
to save the parameter.
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Set Printer Settings
If you are not using a TigerStop printer, you may skip this section.
Printer Type
Printer Type tells TigerStop what kind of a printer it has.
1. From the Units setting, press
Printer Type setting.

To change Printer Type...
1. Press [B] or [C] to toggle the printer options.
2. When you find the proper printer type, press

button until you get to the

to save the parameter.

Print Cut
Print Cut tells TigerStop to print length and quantity information for each cut.
1. Press

button until you get to the Print Cut setting.

To change Print Cut...
1. Press [B] or [C] to toggle the printer options.

Note: There are 3 options for print cut. Standard prints in a standard font size, Large prints in a large font size and
None turns print cut off.

2. Press

to save the parameter.

Inkjet Offset
Inkjet Offset tells TigerStop where to print when using an Ink jet printer. If you do not have an ink
jet printer, skip this section.
1. Press

button until you get to the Inkjet Offset setting.

Note: When using an ink jet printer with TigerSaw pneumatic clamps, printing
placement may vary on parts smaller than 9 inches.

To change Inkjet Offset...
1. Measure the distance from the saw blade to the printer head.
2. Enter the password and press
.
Note: By default, the TigerStop password is set to the serial number.

3. Enter the measurement from step 1.
4. Press the [Done] soft key to save the parameter.
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Set Head and Tail Cut
The Head Cut and Tail Cut settings apply a global trim cut to all push, pattern and pull part lists.
When using TigerSaw 2000 in crayon defecting mode, a head cut of at least .250 inches is
required.
Head Cut
1. From the Ready Screen, press the [Show] soft key to show the
menu options.

2. Press the [Menu] soft key to display the Menu Select screen.

3. Enter your TigerStop password and press

.

Note: By default, the TigerStop password is set to the serial number.

4. At the Menu Select screen, press the [PartList] soft key to
access the Part List menu.

5. You are now at the Head Cut setting.

To change Head Cut...
1. Enter the new Head Cut value
2. Press the [=] button to save the value.
Tail Cut
1. Press

one time.

2. You are now at the Tail Cut setting.
To change Tail Cut...
1. Enter a new Tail Cut value.
2. Press
to save the value.
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Set the Load Offset
Load Offset is the load position of the pusher foot before the defect scanning operation.
Note: The default setting is 2.00 inches when defecting. The default is 36 inches when pack sawing.

1. From the Tail Cut setting, press
to scroll through the
settings. Stop when you get to the Load Offset setting.

To change Load Offset...
1. Enter a new Load Offset value.
2. Press
to save the value.
Set Clamping Settings
If your TigerSaw 2000 is equipped with optional pneumatic horizontal or vertical clamps, you will
need to set the clamping settings to tell TigerSaw 2000 when to activate each clamp.
Clamp 1
1. From the Load Offset setting, press
to scroll through the
settings. Stop when you get to the Clamp 1 setting.

Note: Clamp 1 tells the in feed clamp how far it is from the saw blade. The in feed
clamp will not fire if there is no material to clamp.

To change Clamp 1...
1. Measure from the saw blade to the in feed clamp.
2. Enter this measurement as the new Clamp 1 value.
3. Press
to save the setting.
Clamp 2
1. From the Clamp 1 setting, press
to scroll through the
settings. Stop when you get to the Clamp 2 setting.

Note: Clamp 2 tells the out feed clamp how far it is from the saw blade. The
clamp will not fire if there is no material to clamp.

To change Clamp 2...
1. Measure from the saw blade to the out feed clamp.
2. Enter this measurement as the new Clamp 2 value.

Note: Clamp 2 will always be a negative number because it is on the out feed side of the saw blade.

3. Press the [Done] soft key to save the setting.
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Set Crayon Marking Settings
Crayon marking settings tell TigerStop where to cut defects when using TigerSaw 2000 UV
defect scanning. These settings are critical for scanning and cutting defects accurately. If you are
not using TigerSaw 2000 UV defect scanning, you may skip this section.
Laser Error
TigerSaw 2000 uses marks from a Ultra Violet (UV) crayon to tell where material defects are. The
Laser Error setting is how far the marks must be from each other. This setting is also used when
marking multiple lists (see page 35).
1. From the Ready Screen, press the [Show] soft key to show the
menu options.

2. Press the [Menu] soft key to display the Menu Select screen.

3. Enter your TigerStop password and press

.

Note: By default, the TigerStop password is set to the serial number.

4. At the Menu Select screen, press

.

5. Press the [Laser] soft key to access the Laser menu.
6. Press

until you get to the Laser Error setting.

To change Laser Error...

Note: Laser Error should be adjusted any time you adjust the UV sensor (page 43).

1. Place a piece of material with a 2 inch wide UV crayon mark under the UV sensor.
Note: A UV crayon mark will light up under the UV sensor.

2. Measure how much of the crayon mark is lit up. This measurement is the value of your Laser
Error.
3. Enter the new value.
4. Press
to save the parameter.
Crayon
The Crayon setting turns the TigerSaw 2000 UV defect marking system on or off. This setting
needs to be set to ON when using UV defect marking. If you are not using UV defect marking,
ensure this setting is set to OFF.
1. From the Laser Error setting, press
Crayon setting.
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until you get to the

To change Crayon...
1. Press [B] or [C].
2. Enter the password followed by

.

Note: By default, the TigerStop password is set to the serial number.

3. Press [B] or [C] to toggle the setting to ON.
4. Press
to save the parameter.
Pusher Foot Offset
Pusher Foot Offset sets the distance from the end of the pusher foot to the Infrared Sensor (IR)
on the TigerSaw 2000 scanning head.
1. From the Crayon setting, press
Foot Offset setting.

until you get to the Pusher

To set Pusher Foot Offset...
1. Measure from the end of the pusher foot to the red dot made by the infrared length sensor.
2. Enter the password followed by
.
Note: By default, the TigerStop password is set to the serial number.

3. Enter the measurement from step 1 as the new PF Offset value.
4. Press
to save the parameter.

Note: Measure as accurately as possible. This measurement is critical to the accuracy of the system.

Infrared Offset
The Infrared Offset sets the distance between the UV sensor and the IR length sensor on the
TigerSaw 2000 scanning head. The infrared length sensor will show up as a small red dot on the
table a few inches from the UV sensor range.
1. From the Pusher Foot Offset setting, press
the Infrared Offset setting.

until you get to

To set Infrared Offset...
1. Measure from the middle of the UV sensor to the red dot made by the infrared length sensor.
Note: A UV crayon mark will light up under the UV sensor.

2. Enter the password followed by

.

Note: By default, the TigerStop password is set to the serial number.

3. Enter the measurement from step 1 as the new IR Offset value.

Note: Measure as accurately as possible. This measurement is critical to the mark accuracy.

4. Press

to save the parameter.
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Pusher Foot Down
Pusher Foot Down tells TigerStop when to lower the pusher foot during a Load Offset move.
Setting Pusher Foot Down too low will cause the pusher foot to crash into the saw.
1. From the Infrared Offset setting, press
Pusher Foot Down setting.

until you get to the

To set Pusher Foot Down...
1. Determine the absolute position in which you would like the pusher foot to start to lower.
Note: Remember to take forward movement speed into account.

2. Enter the new Pusher Foot Down value.
3. Press the [Done] soft key to save the parameter.

Basic TigerStop Operation
Manual Movement
To manually move TigerStop to a position, you must enter the length you want TigerStop to go to.
Lengths can be entered as a decimal or a fractional value.
Entering Decimals
1. Start at the Ready Screen.

2. Enter a length at the controller.
Example: To enter 24 1/2 as a decimal, enter [2] [4] [.] [5].
3. Press

START

to move TigerStop.

Entering Fractions
1. Start at the Ready Screen.

2. Enter a length at the controller.
Example: To enter 24 1/2 as a decimal, enter [2] [4]
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[1] [/] [2].

3. Then press [Start] to move TigerStop.
Notice that even though you entered a fraction, TigerStop will
display the position as a decimal once it has moved. TigerStop
cannot display fractions in the ‘Position’ field.

Calculator Mode
TigerStop has a calculator function that can be used to do simple math problems.
1. Start at the Ready Screen.

2. Just like a normal calculator, you can use the math function
keys to enter math problems.
Example: I want to add 12 inches to 30 inches.
Press [1] [2] [+] [3] [0]
.
The answer will appear in the ‘Next’ field.
3. Press

START

and TigerStop will move to the calculated position.

You can also do math functions on the current position.
Example: I want to subtract 1.5 inches from my current position of 42 inches.
1. Press [-] [1] [.] [5]

.

The answer will appear in the ‘Next’ field.
2. Press

START

and TigerStop will move.

Jog
TigerStop can be manually jogged in or out. When activated, TigerStop will move until you let go
of the jog button. It will then glide to a gentle stop.
1. Start at the Ready Screen.
2. At the top of the TigerStop controller, you have a
To jog, press and hold one of these buttons.

and a

.

Note: If the jog buttons move TigerStop in the wrong direction, you can use the
‘Jog Reverse’ setting in the ‘Setup’ menu to reverse the movement.

Increment
The increment function is a push feed mode used to step TigerStop through a series of
movements.
Increment...
• Can be a positive value that will move TigerStop towards the tool.
• Can be a negative value that will move TigerStop away from he tool.
• Will compensate for kerf automatically using the ‘Kerf’ setting in the ‘Setup’ menu.
• Can only store one increment value at a time.
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1. Start at the Ready Screen.
2. Press the [Show] soft key to display more options.
3. A new set of options have appeared. Press the [Incr] soft key to
access the Increment menu.

4. Enter the size you want to increment and press
.
For this example, I am going to use an increment of 2 inches.
5. The current position is 42. If that is where you want to start,
press [Start] to begin incrementing. If you need to move
TigerStop to load your stock, enter the position and press
[Start]. TigerStop will move to position. Load your stock and
press [Start] to begin incrementing.
6. When you are finished, press [Stop] to return to the Ready
Screen.
PreSet
The PreSet function is a set of 100 programmable hot keys used to quickly access common
lengths.
PreSets...
• Can be used in Set Point, Pusher or Increment mode.
• Can be programed in PreSet slots number 1 - 100.
Note: PreSet functionality can be changed using the ‘PreSet’ setting in the Part List menu.

PreSet Programming
1. From the Ready Screen, press the [Show] soft key to show the
menu options.

2. A new set of soft key options have appeared. Press the [PrSet]
soft key to access the PreSet feature.

3. Enter the number of the preset you want to program and press
the [Edit] soft key.
For this example, I am going to program PreSet number 1.
4. Enter the length you want to move to, then press
For this example, I want to move to 15 15/16 inches.
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.

5. The PreSet value is now set.
6. Press

STOP

to go back to the Ready Screen.

Using the PreSet
1. Start at the Ready Screen.
2. Press the [PrSet] soft key to access the PreSet menu
3. Enter the PreSet number you wish to use and press START .

4. TigerStop will move to the PreSet position.

Deleting PreSets
1. Start at the Ready Screen.
2. Press the [PrSet] soft key to access the PreSet menu.
3. Enter the PreSet number you wish to delete and press the
[Clear] soft key.

4. Press

to clear.

5. TigerStop has now deleted the PreSet.
Quick Calibration
Quick calibration is a shortcut to the calibration setting. This allows more advanced TigerStop
users to quickly calibrate TigerStop.
1. Start at the Ready Screen.

Note: if you viewing the expanded options, press [Cancel].

2. Press the [Calib] soft key to access the Calibration.
3. Measure how far the TigerStop is from the saw blade. Enter this
measurement and press the [Done] soft key.
4. TigerStop is now calibrated.
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Using the TigerSaw 2000
Entering Parts Lists
TigerStop has a versatile part list feature that allows users to enter large lists of parts and
process them quickly and accurately.
When using TigerSaw 2000, you must program Pusher lists.
Pusher
A pusher list will tell TigerStop to push the stock material into TigerSaw 2000. You can enter as
many parts as you like into a pusher list and TigerStop will tell you when it needs another piece of
stock.
Programming a Pusher List
1. From the Ready Screen, press the [Show] soft key to show the
menu options.

2. A new set of soft key options have appeared. Press the [List]
soft key to access the List interface.

3. At the List interface, enter the list number you wish to program
and press the [Edit] soft key.
Note: the list number is a memory slot that houses the list. You can choose
numbers 1 - 100.

4. Press the [Pusher] soft key to program a pusher list.

5. TigerStop will ask you if you want to optimize. When using a
TigerSaw 2000, you must choose Yes.
Note: Choosing No will disable TigerSaw 2000 defect scanning for this list.

6. Select if you want to use a global or a local head and tail cut.
Note: Head and tail cuts are trim cuts at the ends of your material.

Global - Uses the head and tail cut setting from the Part List menu.
Local - Allows you to set a head and tail cut that is used for this list
only.
7. You will now be taken to the programming screen for line 1.
Enter the length of the part you wish to process and press
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.

In this example, I will tell TigerStop I want to cut a 24 inch part.
8. The cursor will now drop to the quantity. Enter how many parts
you want, followed by
.
In this example, I will tell TigerStop that I want 5 parts.
9. You will now be taken to line 2. Repeat steps 7 and 8 until you
have entered all the parts you want to precess.
Note: You can also download all the parts using TigerLink 6. Downloading is a
faster way of importing parts for use with the TigerStop Optimizer.

10. Press the [Done] soft key when all parts are entered.
11. The list has now been saved.
12. Press

START

to run the list.

Using Crayon Defect Marking
Once an optimized pusher part list is started, crayon marking will activate.
1. TigerSaw 2000 will send the pusher foot forward to the load offset position.
Marking Defects
TigerSaw 2000 uses UV crayon marks to locate defects on the material. It will then cut out these
defects while it is processing parts from the parts list.
Note: LED lights may interfere with the UV sensor. Remove LED light sources if UV sensing becomes erratic.

2. Put the stock you want to process on the material staging brackets.
3. Using a UV crayon, put one line at the beginning and the end of each defect, as shown.
Note: Everything in between these two lines is considered waste and will be cut out.

DEFECT
Note: Each mark must be farther than the value of the Laser Error setting.

4. Do this for every defect on the stock.
5. Load the piece of marked material onto the table.

Note: Ensure the material is placed somewhere between the red infrared length sensor dot and the black range
marker at the end of the TigerStop.

6. Press the

START

button or the cycle start button to begin the cycle.

Note: TigerStop is in automatic mode from this point on. Keep work area clear!

7. TigerStop will now move backwards and scan the stock. Once finished, TigerStop will lower
the pusher foot and will start to process the material.
8. Once the pusher foot has cleared the loading zone, you may place another piece of marked
stock on the table and press [Start] to queue it. TigerSaw 2000 will automatically start cutting
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this stock when finished with the current stock.

9. Continue in this fashion until the part list is complete.

Note: If your stock doesn’t have defects, leave it unmarked and load stock as normal.

Using Multiple Lists
When using TigerSaw 2000 with TigerTouch touch screen software, you can use the UV crayon
to mark sections of the stock to be cut from up to 2 other part lists.
Marking for Multiple Lists
TigerSaw 2000 uses 3 marks close together to tell the system that you want to cut out of List 2
and 4 marks close together to tell the system that you want to cut out of List 3. Use 2 marks to
transition back to List 1.

End of List 2
Back to List 1

Start of List 2
List 1

List 2

List 1

Start of List 3

Start of List 2
List 1

List 2

List 3

Marking Defects Inside of List 2 or 3
Once you have entered a different list, you mark defects inside that list just as you normally
would.

Back to List 1

Start of List 3
List 1

Defect in
List 3

List 3

List 3

List 1

Using Defect Only Mode
Defect Only mode allows you to defect material, without cutting parts from a parts list.
Turning ON Defect Only Mode
1. From the Ready Screen, press the [Show] soft key to show the
Menu options.
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2. Press the [Menu] soft key to display the Menu Select screen.

3. Enter your TigerStop password and press

.

Note: By default, the TigerStop password is set to the serial number.

4. At the Menu Select screen, press

.

5. Press the [Laser] soft key to access the Laser menu.

6. Press

until you get to the Defect setting.

To set Defect...
1. Press [B] or [C] to toggle the Defect setting to ON.
2. Press the [Done] soft key to save the parameter.
Making a Defect Only Part List
1. From the Ready Screen, press the [Show] soft key to show the
menu options.

2. A new set of soft key options have appeared. Press the [List]
soft key to access the List interface.

3. At the List interface, enter the list number you wish to program
and press the [Edit] soft key.
Note: the list number is a memory slot that houses the list. You can choose
numbers 1 - 100.

4. Press the [Pusher] soft key to program a pusher list.

5. TigerStop will ask you if you want to optimize the list for
material yield. When using a TigerSaw 2000, you must choose
Yes.
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6. Select if you want to use a global or a local head and tail cut.
Note: Head and tail cuts are trim cuts at the ends of your material.

Global - Uses the head and tail cut setting from the Part List menu
Local - Allows you to set a head and tail cut that is used for this list
only.
7. You will now be taken to the programming screen for line 1.
Enter the total amount of defected material you would like, then press
8. Enter a quantity of 1 and press

.

.

9. Press the [Done] soft key to run the list.
10. Use the UV crayon to mark defects and process stock as you normally would.
Using Pack Saw Mode
If you are using TigerSaw 2000 to cut packs of stock, you will need to turn on the Quantity
setting. Pack sawing is normally done instead of using the UV defect marking system.
1. From the Ready Screen, press the [Show] soft key to show the
menu options.

2. Press the [Menu] soft key to display the Menu Select screen.

3. Enter your TigerStop password and press

.

Note: By default, the TigerStop password is set to the serial number.

4. At the Menu Select screen, press the [PartList] soft key to
access the Part List menu.

5. Press
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until you get to the Quantity setting.

To set Quantity...
1. Press [B] or [C].
2. Enter the password followed by

.

Note: By default, the TigerStop password is set to the serial number.

3. Press [B] or [C] to toggle the Quantity setting to Pack.
4. Press the [Done] soft key to save the parameter.
5. Run your part list.

Note: TigerStop will now ask you for how many pieces of stock you are pack sawing.

Using Panel Lay Up Mode
The Panel Lay Up feature is used when cutting staves for random width panels. When turned on,
TigerSaw will cut and keep track of the required amount of panel material.
Install Width Ruler
TigerSaw will need to know the width of the material you are cutting when performing the Panel
Lay Up feature. Install one of the ruler strips to one of the material staging brackets.
Note: We supply two rulers for your convenience. Choose either the right to left or the left to right version.

Set Up
1. From the Ready Screen, press the [Show] soft key to show the
menu options.

2. Press the [Menu] soft key to display the Menu Select screen.

3. Enter your TigerStop password and press

.

Note: By default, the TigerStop password is set to the serial number.

4. At the Menu Select screen, press the [PartList] soft key to
access the Part List menu.

5. Press

To set Quantity...
1. Press [B] or [C].
2. Enter the password followed by

until you get to the Quantity setting.

.

Note: By default, the TigerStop password is set to the serial number.

3. Press [B] or [C] to toggle the Quantity setting to Width.
4. Press the [Done] soft key to save the parameter.
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Programing a Panel Lay Up List
1. From the Ready Screen, press the [Show] soft key to show the
menu options.

2. A new set of soft key options have appeared. Press the [List]
soft key to access the List interface.

3. At the List interface, enter the list number you wish to program
and press the [Edit] soft key.
Note: the list number is a memory slot that houses the list. You can choose
numbers 1 - 100.

4. Press the [Pusher] soft key to program a pusher list.

5. TigerStop will ask you if you want to optimize the list for
material yield. When using a TigerSaw 2000, you must choose
Yes.

6. Select if you want to use a global or a local head and tail cut.
Note: Head and tail cuts are trim cuts at the ends of your material.

Global - Uses the head and tail cut setting from the Part List menu
Local - Allows you to set a head and tail cut that is used for this list
only.
7. You will now be taken to the programming screen for line 1.
Enter the length of panel material you need. Press
.
8. The cursor will jump down to the quantity line. Enter the total cumulative width desired for this
length. Press
.
9. Repeat steps 7 and 8 until you have programed all the panel material needed.
10. Press the [Done] soft key to save and run the list.
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Adjustment Points
Spring Clamps
If you have TigerSaw 2000 spring clamps, you can adjust them to accommodate the width of
your material, as shown below.

Reach Adjustment

Loosen

Length Adjustment

Pneumatic Adjustment Points
Adjust System Air Pressure

Total system air pressure should be set at 80 PSI (550
kPa).
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Pneumatic Adjustment Panel
Pneumatic adjustments are located on the adjustment panel on the front of TigerSaw 2000.

Note: Pressure adjustments change the overall air pressure in the cylinder. This makes the air cylinders move with
more force. Flow adjustments change how much air goes through the fitting to the air cylinder. This changes the
speed of the cylinder stroke.

Pneumatic
Adjustments

Control
Blade Stroke Speed
Top Clamp
Clamp Pressure

Infeed Clamp

Outfeed Clamp
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Function
Controls the speed of the saw cycle
Adjusts the air flow to the top clamp
Adjusts the pressure of the horizontal/
vertical clamps
Adjusts the air flow to the infeed clamp,
if you are using TigerSaw pneumatic
vertical or horizontal clamping
Adjusts the air flow to the outfeed clamp,
if you are using TigerSaw pneumatic
vertical or horizontal clamping

Pusher Foot Flow Adjustment

Flow Adjustment

1. Remove the top cover of
the scanning head.
2. Both flow control dials are
attached to the pusher
foot air cylinder inside the
scanning head.

Mechanical Adjustment Points
Pusher Foot Height Adjustment

Loosen
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Blade Square Adjustment
The blade square adjustment hardware is accessible from the outside of the saw, directly above
the motor.
1. Remove the motor covers.
2. Loosen the two nuts that hold the saw arbor assembly to the table top.

Note: Do NOT take these nuts all the way out!. The saw arbor will no longer be connected to the table!

3. Using the set screw on the back of the saw arbor assembly, adjust the arbor until the blade is
square.
4. When finished, tighten down the arbor nuts.
5. Replace the motor covers.

Screws

Loosen
Loosen
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Push

Cutting Envelope Adjustment
1. Remove air and power from TigerSaw 2000 and perform a Lock Out/Tag Out procedure.
2. Remove the saw blade as shown on page 49.
3. Remove the motor covers.
4. Loosen the two nuts that hold the saw arbor assembly to the table top.

Note: Do NOT take these nuts all the way out!. The saw arbor will no longer be connected to the table!

5. Turn the cutting envelope adjustment screw to move the saw blade backwards or forwards.
6. When finished, tighten down the arbor nuts.
7. Resquare the saw blade.

Note: This step is very important! Failure to resquare the saw blade may cause damage to TigerSaw 2000.

8. Replace the motor covers.

Loosen
Twist
Loosen

Top Cap Height Adjustment

Turn
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Printer Height Adjustment

Locking Handle

To adjust printer height...
1. Put a piece of material under the printer head.
2. Loosen the locking handle and allow the printer wheel to touch your material.
3. Raise the printer by .125 inches.
4. Tighten the locking handle.
Note: Printer height is critical to print quality.

Scanning Head Sensor Adjustment
The TigerSaw 2000 has two sensors in the scanning head. The Ultra Violet (UV) sensor detects
the UV crayon defect marks. The edge detect sensor detects the beginning and end of the stock.
Both sensors may need to be adjusted frequently depending on material, finish, and thickness.
Adjustments are described on the following two pages.
Do not replace these sensors with different types of lasers.
Do not use additional optical equipment.
Only the sensor manufacturer or their authorized agent should attempt repair.

UV Sensor
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Edge Detect Sensor

UV Sensor Height Adjustment

Mounting Bolts
1. Put a sample piece of material with a UV crayon mark under the UV sensor.
Note: A UV crayon mark will light up under the UV sensor.

2. Loosen the two bolts that hold the UV sensor to the pusher foot.
3. Adjust the sensor up or down until you get 3 separate circles on the UV mark.
Note: The size of these circles control how close together your marks can be.

4. Tighten the two bolts.
UV Sensor Sensitivity Adjustment

Sensitivity
Adjustment Screw

Detection Light
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1. Mark a piece of material with a UV crayon.
2. The UV sensor has a yellow light that will light up when the sensor is detecting a UV crayon
mark.
3. Slide the material under the UV sensor and watch the light. It should only turn on when
detecting your crayon marks from step 1. If it doesn’t detect the mark or if it detects
something other than a mark, continue to the next step.
4. Use the adjustment screw on the front of the sensor to adjust the sensitivity.
5. Once adjusted, test again as described in step 3.
Edge Detect Sensor Sensitivity Adjustment

Detection Light

Sensitivity
Adjustment
Screw
The edge detect sensor has a yellow light that will light up when it senses something under it. It
also has a small screw that adjusts the sensitivity of the sensor.
To adjust sensitivity...
1. Ensure there is no material under the sensor.

Note: The IR sensor will make a small red dot on the table.

2. Adjust the dial so that the yellow light is off.
3. Slide a sample piece of material under the sensor.
4. Adjust the dial so that the yellow light comes on when it sees the edge of the material.
5. Slide the entire length of the material under the sensor and ensure the yellow light is
constantly on until it reaches the end edge of the material.

44

Saw Cycle Height Adjustment
The saw stroke height can be adjusted with the Cycle-TO (cycle timeout) setting or by adjusting
the position of the top arbor sensor (below). The Cycle-TO setting is preferred because it allows
greater flexibility with much less hassle.

Note: The saw cycle height timer will need to be adjusted when cutting different material or when the flow control for
the saw stroke has been changed.

1. From the Ready Screen, press the [Show] soft key to show the
menu options.
2. Press the [Menu] soft key to display the Menu Select screen.
3. Enter your TigerStop password and press
.
Note: By default, the TigerStop password is set to the serial number.

4. At the Menu Select screen, press
to access the second set
of menu options.
5. Press the [Timer] soft key to access the Timer menu.
6. Press

until you get to the Cycle-TO setting.

To adjust Cycle Timeout...
1. Make a test cut to see how far the saw blade goes through your material.
2. Set the timer up or down depending on the test cut.
Note: The timer is set in milliseconds. 1000ms is equal to 1 second.

3. Enter the new value and press the [Done] soft key to save the parameter.
Top Arbor Sensor Adjustment
1. Keep power on to the TigerStop pusher and keep the air on to the saw. KEEP the saw motor
OFF.
2. Turn down the upward stroke speed for the saw blade using the knob on the front of the saw
and cycle the stroke to the up position and lock it using the saw solenoid toggle in the I/O
box.
3. Station a second person in front of the TigerSaw to prevent any changes during the work.
This person should be trained to use the solenoid toggles in the I/O box if instructed by the
person under the saw.
4. On the right rear side of the saw, behind the electronics
box, is a triangular panel that leads into the arbor
compartment. Remove this panel.
5. Find the arbor cylinder and the top arbor cylinder sensor.
6. Loosen the bolt clamping the sensor to the cylinder. Move
the sensor down the cylinder, then slowly upward until the
light appears on the sensor. The sensor may need to be
rotated around the cylinder to get a good signal.
7. Once the sensor is positioned correctly, tighten the bolt
that clamps the sensor to the cylinder making sure that
the light is still illuminated.
8. Close the back panel of the saw. Untoggle the saw arbor
stroke solenoid in the I/O box. Readjust the saw stroke
speed to needed value.
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Stroke Starting Height Adjustment
The lower position on the saw stroke can be adjusted, but it generally should not be. This
position is set at the factory to the optimum position for each system, and adjustments can result
in damage to the machine or longer cycle times. This optimum position is marked in green on the
sheet metal to the right of the arbor cylinder bracket.
1. Disconnect power and air to the TigerSaw.
Lock out and tag out the system.
2. Open the blade compartment door, and
find the compartment below the blade
compartment.
3. Loosen two nuts holding the arbor cylinder
bracket in place, behind the sheet metal to the
right.
4. To adjust upward: loosen the nut on top of
the arbor cylinder bracket and move it up the
desired height. Then turn the bottom nut until
the bracket is snug against the top nut.
5. To adjust downward: turn the bottom nut
slowly to drop the arbor cylinder bracket. Then
tighten the top nut to snugly hold the bracket
in place.
6. Retighten the two nuts holding the arbor
cylinder bracket to the sheet metal.
7. Close the blade access door and reconnect
power and air.
8. Readjust the top arbor sensor (page 45) to
avoid unnecessary wear on the machine.
Unist Lube Mist Adjustments
The Unist lubrication mist system has adjustments for amount of coolant and density of coolant.
TigerStop recommends using as little coolant as possible. Using too much coolant can bind chips
together, increasing the overall heat build up during the cut. When properly adjusted, there will be
no lubricant splatter during the cut and all chips will be dry in the chip collection compartment.

1. The misting system is located behind a hinged panel to the left of the saw base. Pull on the
left end of this panel for access.
2. Open the cover of the Unist lube mist system (turn the latch flat and the cover opens
downward).
3. Adjust the lubricant adjustment knob to control the amount of coolant used.
4. Adjust the air metering screw to control the air flow. This will adjust the density of the spray.
5. Close the door on the lube mist system and return the panel to the closed position.
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Maintenance & Troubleshooting
Warning!
Do not attempt to open access doors
while the saw is rotating.
Always follow proper lock out/tag out procedures
before attempting to service or clean the TigerSaw.
It is important to remember to disconnect both energy sources (power AND air) for lock out/tag
out before starting any maintenance or cleaning inside the saw base or guard.
Only tools made in conformity to EN 847:2005+A1:2007 should be used on the TigerSaw.
Direction of Blade Rotation
Any time the saw is connected to a new power source, check the direction of the blade rotation
before resuming production. The blade MUST rotate up in the front and down in the back
(counter-clockwise when viewed from the left). This is important for both safety and cut quality.
1. Ensure that all guards are in place and secure. Turn the saw on.
2. Manually activate the blade solenoid and watch the blade through the guard door to verify the
direction of rotation. This is also an opportunity to verify that the blade moves freely through
its entire range.
The solenoids are located on the left hand-side of the I/O cabinet (windowed door directly above the control box).
They are manually activated by pushing the blue tear-shaped buttons.

3. If the direction of rotation is incorrect, lock out/tag out and swap two phases of the incoming
power. Ensure that power has been disconnected upstream of the point being worked on.
Access Doors
The saw blade access door is located on the left side of the saw base.
The guard door is the large orange sliding piece on the front of the saw guard.
Both doors are locked whenever there is power to the saw motor.
Once the saw is turned off, there will be a delay of about six seconds before the doors unlock.
This allows time for the blade to stop rotating.
An interlock will prevent the saw from powering up again until both doors are securely closed.
Clearing a Jam
Small objects or debris can interfere with moving parts in the Tigersaw, and may occasionally
need to be cleared. Frequent cleaning is important to help minimize the occurrence of jams.
If a jam can be reached through the guard door or the blade access door, turn the air off, turn the
saw off, and wait for about six seconds before attempting to open them.
If the jam cannot be reached through either door, there is additional access to the saw base
through a panel on the right hand side of the saw, beneath the motor and behind the electronics
box.
Do not open the base access panel until air and power are disconnected.
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Do not reconnect power and air until the access panel has been reinstalled.

Fixed Guard Removal
The saw guard side panels
can be removed if necessary
for cleaning and debris
removal.
The saw guard back panel
can also be removed, but
this should not usually be
necessary. Do not remove
the back panel except under
instruction from TigerStop
customer service.
All guarding should remain in
place for normal maintenance
processes.
Always lock out/tag out
before any guard removal,
and always ensure that all
guards have been replaced
and secured before
reconnecting power and air.
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Changing the Saw Blade
Use the supplied tools to change the saw blade. These
are stored on a ledge near the bottom of the inside
surface the blade access door. The ledge is slotted to
accept the tools when they are nested as shown to the
left.
1. Once TigerSaw has been locked and tagged out, open
the saw blade access door by turning the locking
handle.
2. Move the air flow baffle to the up position.
3. If you have a 500 mm saw blade, you must lower the
arbor cylinder to make room for the saw blade to be

removed.
4. Place the saw blade removal tool on the saw collar, as
shown.
5. Using the supplied T-handle wrench, remove the bolts
from the saw collar.

6. You can now remove the collar and saw blade.
7. Insert the new saw blade. Teeth should face up in front
and down in back (counterclockwise).
Warning! Do not install the blade backward.
Note: Blade must be rated for 3550 rpm.

8. Assemble the saw collar and secure with the saw collar

bolts.

Note: Both pieces of the saw blade collar have a mark punched
into the metal. Ensure both marks are in the up position. This is
essential for proper cut quality.

9. Return the air flow baffle to the down position.
Return the blade change tools to the ledge inside
the blade access door. Close and secure the blade
access door.
10. Check for obstructed movement and verify the direction of blade rotation (see page 47). 49

Removing the Saw Belt
1. Remove the saw blade (page 49)
2. Remove the back saw collar.
3. Remove the pulley guard panel.

Loosen

4. Loosen the idler pulley and remove the saw belt.
Note: Do NOT take the idler pulley completely off!

Tensioning the Belt
1. Pull the idle pulley down until belt is
tight and then tighten the idle pulley
bolt until the pulley is locked in place.
2. Check tension by the deflection
method. The belt should deflect ¼”
with 20 lbs of force at the location
shown in the picture to the right.
3. Loosen the idle pulley bolt and adjust the idle pulley as necessary to get the required tension.
4. Tighten down the pulley bolt fully to make sure the pulley does not slip.

Important: If the belt is new, it should be retensioned again after a break-in period of three hours of operation.

Changing the Chip Breaker
1. Remove the screws securing the chip breaker to the top
clamp.
2. Replace chip breaker.

Replacing the Printer Cartridge
Locking
Pin

1. Open saw guard and access the printer mount.
2. Lift the locking pin and slide the printer cartridge out of
the printer body.
3. Replace with new cartridge.

Cartridge
Slot

Note: Ensure the locking pin comes back down and holds the new
cartridge.

Cleaning the Printer Cartridge

1. Screw the syringe into the cleaning tray.
Note: Ensure the syringe is pulled out.

2. Put the printer cartridge into the cleaning tray.
3. PUSH the syringe plunger slowly, until you see ink
coming out of the nozzle. Do this 2-3 times.
Note: NEVER pull the syringe plunger.

Filling the Unist Lube Mist Coolant Reservoir
TigerSaw 2000 monitors coolant levels and a ‘Check Safety’
error occurs when the reservoir is empty. TigerSaw 2000 will also
disable the saw cycle until the lubrication reservoir is filled.
1. The misting system is located behind a hinged panel to the left of the saw base. Pull on the
left end of this panel for access. It is not necessary to disconnect air and power.
2. Unscrew the cap on the reservoir and add lubricant.
Note: Use only Unist Coolube 2210AL for aluminum cutting and Coolube 2210 for all other non-ferrous cutting.
Note: Do not fill the reservoir past the uppermost measurement marked on the tank.

3. Resecure the cap on the reservoir and return the panel to the closed position.
Filling the Hydra-Pneumatic Cylinder
The hydra-pneumatic cylinder uses hydraulic fluid to provide a smooth, powerful cut. This fluid
may need to be replenished.
1. Open the saw hood. The hydra-pneumatic
cylinder reservoir will be inside on the right.
Note that the hood cannot be opened while the saw is
running, and the saw cannot be powered back on until
the hood is securely closed.

2. Check the fluid level indicator.
3. If the fluid is low, refill it.
• Remove the cap from the top of the
reservoir using an 8 mm hex key.
• Fill with ISO 32 hydraulic oil to 75% of
the distance between the minimum and
maximum fill lines.
Fluid Level
Indicator

Note: Because of low clearance between the top of the
reservoir and the bottom of the saw guard, it is easiest
to use a pail pump with a tube and a hooked fitting to
refill the reservoir.
Note: Do not overfill.

•

Resecure the cap and close the saw hood.

Spare parts
User replaceable spare parts are identified in this section. All parts shown in the tables are
available from TigerStop.
Universal Parts
Positioner options for the TigerSaw are the TigerStop and the TigerTurbo.
Both machines are both driven by the same control electronics.
Part number

Part name

Description

AMP6

amplifier

circuit board for driving the motor

AMP6-TSS

amplifier for inkjet
printing

includes additional output required for inkjet printing

CON5

controller

interface unit

CC5-**

controller cable

CON5-CONV

conversion kit

AMP6, CON5, and CC5-10

I/O PANEL

I/O panel

panel for connecting sensors, solenoids, and accessories

CON5KPM

keypad membrane

soft rubber keypad face

CON5CVR

keypad cover

clear soft plastic controller cover

DB-TSS

saw drive belt

grooved belt to bring power from the motor to the blade

TP-TSSG2

throat plate

blade pass-through plate for the tabletop

BFTP-TSSG2

back fence throat plate

blade pass-through plate for the backfence

CHIP-BREAK

cap guard chip breaker

blade pass-through plate for the cap guard

BLADE

450 mm wood blade

fine crosscutting blade for wood

BLADE-PS

450 mm pack saw
blade

high-volume blade for wood

BLADE-5

500 mm wood blade

fine crosscutting blade for wood

BLADE-PS5

500 mm pack saw
blade

high-volume blade for wood

BLADE-M

450 mm Al blade for
hollow profiles

blade for hollow aluminum profiles

BLADE-MS

450 mm Al blade for
solid profiles

blade for solid aluminum profiles

BLADE-M5

500 mm Al blade for
hollow profiles

blade for hollow aluminum profiles

BLADE-MS5

500 mm Al blade for
solid profiles

blade for solid aluminum profiles

PC-TSS

inkjet printer cartridge

cartridge for standard inkjet printer

PC-TSS-NA

inkjet printer cartridge
(non-absorbent)

cartridge for specialized inkjet printer
designed to print on non-porous surfaces

circuit board for driving the motor

cable connecting AMP6, I/O PANEL, and CON5
available in 10 ft (3 m) increments up to 50 ft (15 m)
** is the length of the cable in feet
sold together at a discount

includes wire traces

450 mm diameter, 132 teeth
450 mm diameter, 60 teeth

500 mm diameter, 144 teeth
500 mm diameter, 60 teeth

450 mm diameter, 120 teeth
450 mm diameter, 60 teeth

500 mm diameter, 120 teeth
500 mm diameter, 60 teeth

Note: Always specify the machine serial number when ordering electronics, including the AMP6, AMP6-TSS, CON5,
and CON5-CONV.
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Saw Blades
The TigerSaw is designed to accept blades with diameters from 400 to 508 mm and thicknesses
from 3 to 4 mm. Blades must be rated for 3550 rpm or greater. A range of appropriate blades is
available from TigerStop, as shown in the table above.
Lubricants
The Unist lube mist system should be refilled only with Coolube 2210AL for aluminum cutting or
Coolube 2210 for all other non-ferrous cutting. These fluids are available from Unist and many
other machinery supply vendors.
The hydra-pneumatic cylinder reservoir should be refilled with an ISO 32 hydraulic oil. This is
available from most hardware vendors, auto supply vendors, and machinery supply vendors.

TigerStop Parts

TigerStop
Serial Number

Part number

Part name

Description

ATB**

TigerStop belt

IES2-**

idle end sensor

MES2

motor end sensor

optical end sensor (near motor)

MOT2

TigerStop motor

drive motor for TigerStop

belt connecting motor to pusher

** is the working length of the TigerStop in feet

optical end sensor (far from motor)

** is the working length of the TigerStop in feet

Note: The working length of the TigerStop is 2 feet (0.6 m) less than the overall length of the TigerStop.

Serial
Number

TigerTurbo Parts
Part number

Part name

Description

DB-TT

TigerTurbo drive belt

belt connecting motor pulley to large pulley

AT5-TT-**

TigerTurbo large belt

MOT-TT

TigerTurbo motor

drive motor for TigerTurbo

SB7249

TigerTurbo motor cable

Cable between amplifier and motor

belt connecting large pulley to pusher

** is the working length of the TigerTurbo in feet

Note: The working length of the TigerTurbo is 3 feet (0.9 m) less than the overall length of the TigerTurbo.

Visit our online part store at:

https://shop.tigerstop.com
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Drive Test
The drive test measures how much force it takes to move the positioner. This can help identify
and locate mechanical issues. Run the drive test quarterly, and keep a log of the peak drive
values and positions. If the peak drive changes more than 15% from original values, it should be
investigated.
Warning!

During the drive test, the machine must move to both limits.
Be sure the path is clear to prevent collisions.
To run the drive test:
1. From the Ready Screen, press the [Show] soft key to show the
menu options.
2. Press the [Menu] soft key to display the Menu Select screen.
3. Enter your TigerStop password and press
.
Note: By default, the TigerStop password is set to the serial number.

4. At the Menu Select screen, press
set of menu options.
5. Access the Debug menu and press
screen.
6. Ensure the area is clear. Press

twice to access the third
to display the Drv Test
when ready.

Note: The pusher will move slowly to the far limit, in to the minimum, and back out
to the far limit. During the drive test, the top row will show the current position (P)
and the current drive (Drv). Watch the drive value for large (>15%) spikes or sags
that could indicate the location of mechanical irregularities.

7. When the drive test is finished, the peak drive in both directions
is displayed (MxP and MxN), along with the corresponding
positions (P). Record these values in the maintenance log.
MxP is the maximum drive away from the tool.
MxN is the maximum drive toward the tool.

“Not Safe” Warning
The standard controller displays “Not Safe” if the saw, air, and/or lube indicators on the
saw control panel are off. The positioner will not function until all indicators are lit.

TigerSaw Maintenance Schedule
Record the following settings for future reference.
Serial Number:
Min Limit:
Max Limit:
Scale:
Kerf:
Lash:
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Drive Test Results
MxP =
MxN =
P+ =
P- =

Daily (Once per Shift)
1.
2.
3.
4.
5.

Clean all dirt and debris from drive areas, including the linear rails for the cap guard.
Clean all dirt and debris from the TigerSaw table and saw cavity.
Check all cables for damage.
Check calibration.
Adjust the top cap height (see page 41) after any change in material thickness or pack
size.

Note: Ensure at least 1” (25mm) of clearance.

6. If side clamps are present, check their position and clear any debris preventing free
movement through a full stroke.
7. Ensure that the guard door slides freely when unlocked. Clean dust from the track.
9.
thethe
water
cup
the air
prep.
8. Empty
Examine
blade
foron
visible
abnormalities,
especially damage to teeth or plate.
• Make sure air to the saw is on.
• Push the small orange button on the fitting below the
water collection cup. This will force out any water.
Expect noise from the rapid pressure release and a
small mess if water is present.

Water Collection
Cup

Monthly
1. Blow dust off machine exteriors, especially cable connections.
2. Blow out dust from inside the positioner.

Note: When blowing out dust, always blow away from the motor end to the far end of the beam. Always exercise
caution when using forced air nozzles.

3.
4.
5.
6.

Check oil level in the hydra-pneumatic cylinder (see page 51).
Check coolant level in the lube mist reservoir (see page 51).
Check the saw drive belt for wear and proper tension (see page 50).
Clear any debris preventing the top cap from
moving freely through a full stroke.
7. Check kill line tension (see page 11).
Note: Proper tension is visibly indicated when the black tab
is located near the center of the green ring as shown.

Quarterly (Every 3 Months)
1. Inspect the scanning head to ensure the rollers are moving smoothly.
2. Run a drive test (page 54).
Yearly
1. Inspect all cables and air lines running thorough the cable tray.
2. Run a Data Log on the machine. From the results, you will know if there is an accuracy
problem, and what is causing it (calibration, kerf, lash, scale, etc.).
Note: You can find the data log sheet in the support section of www.tigerstop.com.
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Maintenance Log
Date

Maintenance Performed

Drive Test Results

Maintenance Log
Date

Maintenance Performed

Drive Test Results

(This page was intentionally left blank.)

(This page was intentionally left blank.)

TigerStop Product
COMPARISON CHART
Max Load
Push

Power
Requirement

TigerSPC

Caliper

2 AA
Battery

SawGear

Stop Only

110 Vac

TigerCrossCut

Stop Only

110 / 240 Vac

TigerFence

Stop Only

110 / 240 Vac

TigerStop

120 LBS

110 / 240 Vac

TigerRack

720 LBS

TigerTurbo

840 LBS

HeavyDuty 2

2100 LBS

TigerSaw 1000

2100 LBS

TigerSaw 2000

2100 LBS

TigerSaw Miter

2100 LBS

AutoLoader

5x100 LBS

Product

54 KG

326 KG

381 KG

952 KG

952 KG

952 KG

952 KG

5x45.36 KG

www.tigerstop.com
TigerStop USA
12909 NE 95th Street
Vancouver, WA 98682
P: 360.254.0661 • F: 360.260.0755
sales@tigerstop.com

TigerStop Europe
Bedrijvenstraat 17 NL-7641 AM Wierden
Nederland
P: +31.546.57.51.71
info@tigerstop.nl

110 / 240 Vac

110 / 240 Vac

Drive Type

Accuracy

Working
Length

32mm Belt

+/- .008”
+/- 0.2mm

0’ - 20’
0m - 6m

+/- .008”
+/- 0.2mm

8’ - 20’
2.4m - 6m

+/- .003”
+/- 0.08mm

10’
3m

+/- .003”
+/- 0.08mm

51” or 70”
1.29m - 1.77m

Steel Reinforced

+/- .004”
+/- 0.1mm

4’ -30’
1.2m - 9.1m

Rack & Pinion

+/- .008”
+/- 0.2mm

12’ - 108’
3.7m - 32.9m

+/- .008”
+/- 0.2mm

12’ - 42’
3.7m - 12.8m

Steel Reinforced

32mm Belt
Steel Reinforced

3/4”
Hi-Lead Screw

3/4”
Hi-Lead Screw

32mm Belt

75mm Belt
Steel Reinforced

110 / 240 Vac

Rack & Pinion

+/- .008”
+/- 0.2mm

12’ - 108’
3.7m - 32.9m

208 / 480 Vac

32mm Belt Steel
Reinforced or
Rack & Pinion

+/- .012”
+/- 0.3mm

8’ - 108’
2.4m - 32.9m

208 / 480 Vac

32mm Belt Steel
Reinforced or
Rack & Pinion

+/- .012”
+/- 0.3mm

8’- 108’
2.4m - 32.9m

230 Vac

32mm Belt Steel
Reinforced or
Rack & Pinion

+/- 0.1 º
+/- .008”

8’ - 108’
2.4m - 32.9m

110 / 240 Vac
208 / 480 Vac

Pneumatic

N/A

4’ - 30’
1.2m - 9.1m

National Institute of Standards and Technology Certified.
• Made in USA from domestic and foreign components.

TigerStop Mexico
Presidente Masaryk 61 - 901B Col. Polanco,
Delegación Miguel Hidalgo C.P. 11565, México D.F.
Lada sin Costo: 01.800.890.9651 • P: +52.55.4999.4206

