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ZAERFEM Security

considerations
& S5/ B R A A0 BOF TE ] 2 A Y A Please read this manual
before using Jin Wel company equipment

AWHAEL PR EE N EXPS FERFFHEF&, BIMLLEFNITY
g, URAHRETTHEEZ R, B, EPIE. BXBEEARLIE
ZLLT /LA This manual will be detailed introduction XPS extruded
board extrusion production line, the safety in production process,
and the composition of each unit of the specific installation,
operation and maintenance procedures. Relevant operators must pay
attention to the following points:

® MizAZeBERHBRETALIAFING, FAREREFL;

® EEEH, EREA;

® EREWHLAHEMENREN, FRAREAWHFIE,;

® FHEMATE, EEIEMNEFRRE;

® XMUEHHATERRAMESF, URIEEEZ L,

® FHAMABHEMEZN, FEABETEEZRNEZR L ELMMERE

, URIEEEFNZE R,
& HAAMBARARGERERN, FiLEREIRE,
& HTREBREEAAERELETHEERAZTHE, KEFERAR

2
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EAENAGEREHTCKE T HEHNZL2EENS, FEESM
Wik, URRREFHEIET, TEEZIEL2LR/AIBME, &
B ENEN, FEBNSER TEENFE, FETRMEMLNT
BzjE, BENZXEREERNMLE.

® perusal this safety operating instructions or accept the
company after the training, operation must be carried out
production line;

L vigilant, pay attention to safety;

® before operating equipment with safety signs, please wear

special protective tools;

® use tools correctly, pay attention to the maintenance
tools;
L to correct maintenance and maintenance of equipment, to

ensure the safety in operation;

® replacing related accessories and power lines, please use
the wire that could satisfy the requirement of work and other
related accessories, to ensure the safety of the operator.

o electrical maintenance personnel in maintenance circuit,
ban on power;

® to remind the operators in the process of operation to avoid
personal injury, this production line in the area of many there

is a risk of personal injury to post the corresponding salety
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warning signs, please in the production and debugging, as well
as the process of maintenance maintenance, don't put the
displacement of the safety warning signs, when removing
repairing the machine, need to move or removed some logo,
please after complete the corresponding work, install back to
their original position.

s R R RGO FRETERGASTHE. A&EHRHG. ¥/7*
MERFB R, AN RKIETH4E | To the operation of the
irregularities and unskil led caused personal injury and equipment
damage, damage to property and other consequences, the company

will not bear any responsibility!

2oL fRiRSafety warning
labels

AAMEFERELL2E T AEREXTOER, ElEHNERAL
AP ZEETARENEREN, FHREARERENEZS, &7
#R DL T ax te 2 2R AR B BV & Y. Because regions and countries in the
security warning signs in the sense of difference, in this
particular explanation on the production line of the specific
significance of safety warning signs, please the operator before

operating the machine, to understand the meaning of these safety
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warning signs.
‘2 AR IR I UL The security identity of
A DANGER explanation

B AAE R ERIUEFE M E 47! Please

make sure that when the equipment is running grounding is

good!

FhFAemEREESH AR, #EA
AEREBHFRIFHERFL®A! In high

speed rotation, operators shall not be

removed or transposition in addition to

maintenance.

ERE! WimERE, #FH, BERZ

4, Bk %145 ! Attention! The temperature is

too high for operation, should pay

attention to safety, prevent burns!



JWELL

XPS RALHHEBRBAES L EALANS

ROLLING
loop cloar

FR! Rt smztm A, EAEETFH
fik £ F i1, Attention! Scroll to easy to
hurt, please don't contact with his hands

in the top.

ER! HLa LA aR A, 2% EEF,
HWAEEFEAIA! Attention! Machine on
the dangerous parts, easy to pin your
fingers, please don't put his hand near

here!

ER Y B R G A AR AT AT e A
mw R AEMEL, AW AR
Attention! When switching power supply
after the forbidden any power lines and
plug wire cover, there is a risk of

electric shock!
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g FRE L AR AR, AR IR

& i F £ ! Attention! Equipment at

higher temperature, please wear heat

gloves when operating.

ER! ReEmERE, #FHEFH

& im Ak ! Attention! Equipment at

higher temperature, operation in high

temperature proof clothes!

X FDRIAS 1 it I 1) 22 4 B 3 R N B 405 3 B i 7= i
K, BAGATAMHETATTE! Due to do not understand
the correct safety instructions cause bodily injury or
property damage, our company shall not bear any

responsibility!
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B Are il HYE B A1PERE The first chapter the use of the

production line, and performance

1.1 i 75 Using range

XPS # BARIEMN I A& =& 2 T PS AR A& =4, AU 4 ATk
WEREMERAARRERN TIPS 8. WREHAZETRIEED
B, WAEARASRFHEEZA, BN, s AENTAREREE
R BATAE, Ao aFAAEEMTE. XPS extruded insulation
board extrusion production line is processing the PS materials
production line, this manual of operation and the use of
procedures is only applicable to processing the PS material. If
the user to other materials processing, is outside the scope of
this manual instruction, at the same time, the resulting
consequences shall be borne by use, the company will not undertake

any responsibility.

1.2 f#fH{EfE The use of performance
XPS % i £ 7 B %77 &, A A5 1E 600mm, /FJZ 20-100mm.  XPS

extrusion production line of the final product, sheet wide 600 mm, the thickness
of 20-100 — mm.

1.3 PR TAE S IE KA Z 5K Production line survey work
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and environmental requirements
AFEAEZRmE: +5C~40°C;
oI5 g . —20°CT55°C
MAEE: E90% TEEE:
FRER: 2H, THNRZESHL, FBEEEAT AT
‘R EE: <1000 K, >1000 K71 2 E A, &7 100 X, FAH
RE 1 & 1%,
: allow ambient air temperature + 5 °C and 40 °C.
Suitable temperature: — 20 °‘C ~ 55 °C;
Relative humidity: 90%, without any condensation;
Pollution levels: level 2, should not be installed in the dust,
corrosive gases places;
1000 meters altitude: <, > 1000 m must let use, every 100

meters, load capacity fell 1%.

1.4 HJRESK The power supply requirements

B ZAELLF, B IN-S 2% (3P/N/PE)

A E: 380VE10% EAEEE: 220VE10%

LR AT & 50Hz 5%

Form: three—phase five wire system, namely, TN —s system (3
p/N/PE)

Three—phase voltage: 380 v + 10% for single phase voltage:

10
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220 v + / — 10%

Power frequency: 50 hz plus or minus 5%

1.5 HE2R H25 X W45 25K Into the line cable and circuit
breaker

BERAFPT BERARERIERE, AP BEEEEFEENLITLE
HABEREREFAEEFTHEA (ELRERRET) , BAGER
NEREUSIEEEE. AR XPSHERFHEAFAFERE R
FERE 4 RETEE, EER, A4 ;

Hr LIRS AR : B E LR 518. 24, B3 4 WTELIT 25KA, EL4LALA
A 3X120mn+95mm+ HiZ& (1 MAFEALET) ;

$H LA - BRI 100A, £8 35 77 BT BLUR 25KA, RLAE A48 A 3 X 25 mm2+
T+ &R (L MFREAIET) ;

Er RGN EEMESAAES FEARWAE, 1§87 KA EH
1o

Requires the user to plant equipped with equipment power
cabinets, user total plant substation power supply cabinet into
the wire cable specifications in specific wiring diagram shows
that (1) under normal atmospheric pressure, do not include
equipment outside the power capacity of the company. The company
XPS extruded board extrusion production line need equipment power
supply cabinet configuration of four circuit breakers, its

requirements are:
11
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Extruder temperature control cabinet: 518. 2 A setting current,
short circuit breaking current 25 ka, cable specification for 3
x 120 was + 95 mm + ground wire (1) under normal atmospheric
pressure;

Auxiliary rack: setting current 100 a, short circuit breaking
current 25 ka, cable specification for 3 x 25 was + + ground zero
line (1) under normal atmospheric pressure;

Note: if the local voltage and cable specification is
different from what is said above, please make the appropriate

the other specifications.

1.6. “LJRZEK Air supply requirements
SIJEE/ 0.6—0.8\Pa, +
EHIERFERELN 2o/ /Nt
Air pressure 0.6 0.8 MPa, +

The gas consumption in normal working conditions about 2 m3

/ h.

1.7 /KIEE K Water requirements

A TR EEKE 207/ /het, K/ 0.3—0.4MPa  E¥ Kigm
<35°C , ZMEL& A KM ELAHE, Production line to work the total
water consumption of 2 m3 / h, 0.3 0.4 MPa pressure normal
temperature < 35 C, must be equipped with large pools or cooling

12
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tower.

1.8. H1FERi P The foundation protection

EFEAERE, FrHBRELTFE, BELTFEORBERT X
737 %%, Line diagram of foundation, extrusion machine concrete
platform, concrete platform fencing must be installed in

accordance with the drawings.

B SR AL K RV 4EYT The second chapter of

extrusion production line and its operation and maintenance

2.1 A=k #J i, Production line constitute

1. JWST5 FXHF HAL: A sk #EAT ARt B ik, & JWS150/40 2424
Hr AL 3R Rt

2. JWS150/40 F#EATHF Al B LEH|, FFHt—FHPpatiT &
e EREHE

JMERGEMEE: BRREREE AT EHRITIEN,

4. 600KG/h e ER-H A X TY R AT RS, AFET
EAmZERELETFHRL,

5.1000X 1200 EF4L: xR AEE FH doy = @ #HTHREEF, £
A

6. —REFIM: HRBHTET, BEFGEHURENES .

13
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7. A HIBE R AP Y B] B X PR e AT 4 B 2K

8. ZREFIH: A& am#AT ZKET|, &t —F FE A,

9. M TENL: x 7= am HATIH B

10. NEELXE

11 B T EIAL: & 26k e AT T KT E

12, ER R EHMRAT @,

13. B A X B S AT AL ST H

14. W B B X i : 3By £ S ALHAT £ 77

15, BAEH A5 HEFENENTHEIT,RE, BRFEE#
THEH

JWS75 double extrusion machine: used for the molten material,
provide JWS150/40 single screw extruder with molten material.

2. JWS150/40 single screw extruder, homogenization, foaming
agent and further plasticized melt extrusion was carried out on
the material.

3. Hydraulic device to replace the network: through hydraulic
device to replace filter.

Spiral feeding mixer: 4.600 KG/h to mixing of materials
processing, through pressurization and then to the extrusion
system.

5.1000 x 1200 pressing machine: products of just out of the

mould surface flattening, thick.

14
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6. A tractor: traction to finished product, is the product
impetus for forward delivery.

7. Cooling roller frame: cooling products for auxiliary
conveying products.

8. Secondary tractor: the finished product to pull the second
of finished further carry forward.

9. The longitudinal cutting machine: the products in a meter
wide trimming.

10. Small roller embossing device

11. The transverse cutting machine: the final finished
product length cutting.

12. Stacking frame: the stacking of the final product.

13. The mould: the molten material extrusion molding.

14. Auxiliary facilities, auxiliary production of main and
auxiliary machinery.

15. Electrical control system: the production line of the
working parts of various factors such as temperature, current

control.

2.2, XPS A= 2o it AL 7= 1R & T 2 A2 The production

process of the XPS extrusion production line and process flow

2.2.1. A% T 2% Production line process
| IWS75 F A | « IEEEL

15
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B | JWS150/40 || #E |4 EFHL |
—
o ZREF
REIN = wamr L EREE ] Smun

R

AHRE | —s HEE [—{ it — EHE |

2.3\ HrAE LS RIOHEAS T % 2B T Basic
parameters and extrusion production line units safety

operation instruction

2.3.1 HrLEASEH: Basic parameters of extruder

PR R e R, SRR, RIS A, JLFEEE &S
BN L. AR RSN LEERNRE L —, 12481k, XTHREFFHl
AU FL &AL 90 A F7 52 1 25 AATTRHEATHT i HL A B 7T AU 2 15 B A i 55 AL
IR MacE £, XREELRSE. SEwmitae.

LS HFIURMEMAR ORM. . £BMEAYD +, B&WnsEE R
MR REZAAMAAME. IR a6, HogEEd—{om. =EER, 2
MBI ST, MEX — LR AR, K2 80% A Z4 T HX —HEEN T Z
KINT. KRPAEIFERE. k. ELMUMEH S EERE, LaFEP TR, &
BAYSER R IE N L. BRIk Ah, EHR. HiE. LR, SR e mEeY
A dEY, B AERERAE TrF, BieR RN, &
BRI T, JUFECRA T HHX—kidlt T2, S LT E A — R L)
M AT R A 2 —. X E, WROITEEAFEIEBHL LA SRR
WIx—EEHEK.

bR EER R TAREIERA: BT HLRER — R TER AT,
nfEfARSNE. HEE. EEL. AR BE. B IREE R RS EEEE P AETTHILA
FIMEH EoREAT. &L 20 B2k, Y LRERKBRA, F2adE, waghk. K.
P B AT T EE R R A RS FE RO R 2 Hh RSB P B

16
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BEAT SEAT ST LM L2 & IZP U 7 — 2 G2l atb TR GHRM A 4.
DS A AU ]8R, L IRE BUR R A AR AT RERE, B AT AR AR
fFELANEE, WHTHIE~aHNL, ARG Tak MBS R, 5it
IR, SRR AR VIR G E . XSHERINE—#, LIRFEIR T 4B,
IEFE GRS, SR 5F XA TEAMN T Z e TR EYIN L, mEAREM. i, 94,
FEL. EMEARE TR TH AR 7R AN A .

— R PR A PR EGE T STl Bk FHBN AR AT Vs SR AL, IREARL
b Ne, & —RWEALEER, —ARCUERES ALK D RELET H Al
RLRHL FIlL UIEL EREHE R A T3 3 pr EOK A . TP R G000 OR
U 7 BER AR AE ST B LT R MR B RR EE R IE4T. IEACRBF LA RInH 5
NECRHIET], ROPATEAR S T A . R B ahfEhl R4, XEERORTEAEMTT
SR ELITE RS &, ) 75Tl TREMAER AR
Extrusion has advantages of high productivity and strong adaptability, wide range of USES,
suitable for almost all of the polymer material processing. Screw extruder is one of the most
basic equipment for processing of polymer, so far, the study of single screw extruder is
nearly 90 years of history. In the past, people study of screw extruder is only stay in the
study of the theory of the common extruder and structure improvement, it can only be
appropriate to increase production, improve product performance.

In today's world four big material system (wood, silicate, metal and polymer), polymer and
metal is the most widely used, two of the most important material. Resin, for example, its
output more than one hundred million tons. According to its volume, and steel. About 80%
in the one hundred million tons of resin, go through screw extrusion is an important process
to machining. Not only including film, plate, tubes and profiles of products direct forming,
also including hollow blow molding, thermoforming billet extrusion processing. In addition,
the filling, enhancement, blending, improvements and other composite materials and
polymer alloy production process, screw extrusion and granulation, pretreatment process,
regardless of whether they are large resin factory, or small and medium-sized production
factory, almost all adopted out of this advanced technology. Extruder has become almost

any enterprise or institute a plastic one of the most basic equipment. Here, we have not yet

17
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considered almost all use screw to pre plastic injection molding machine is an important
factor.

The development trend is caused by the following reasons: screw extrusion function will be
a series of chemical basic unit process. such as solid conveying, pressurization, melting,
exhaust, take off the wet, the melt conveying and pump out the physical processes such as
concentrated in the extruder screw up. In recent 20 years, the development of extrusion
engineering show that more process, such as graft crosslinking, foaming, block, adjusting
the relative molecular mass, and even the chemical process such as polymerization are
increasingly in the screw extrusion machine. Screw extruder the process equipment
gradually replace some composed of many sets of classical chemical equipment production
line. Batch production is replaced by a continuous production, must have higher
productivity and lower energy consumption, reduced the number of production area and the
operators, also easy to realize automation of production, and better working conditions and
less environmental pollution. At the same time, the screw of the mixing effect and improve
the quality of mixed. Together, these factors reduced the production cost. Because of this,
screw extrusion this process not only widely used in polymer processing, but also in
building materials, food, textile, military industry, metal and paper such as the more and
more application in the industrial sector.

A extrusion production line is usually composed of extruder, head, auxiliary and the
corresponding control equipment, etc, the material from the hopper to join later, after a
series of physical and chemical action, general with molten expressed after finalize the
design, from the nose and the mouth of mold cooling, traction, basic process such as cutting,
coiling, or pile up to get the required products. While control system ensures that the whole
production line in the extrusion process is configured to run speed and temperature. Modern
extruder production line and more complex pressure, size and shape every aspect of testing,
feedback and automatic control system, these techniques often and combining with
computer on-line detection technology, promote the development of the extrusion

engineering and science.

18
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2.3.2. B HHLIEAZSH Basic parameters of extruder

TWS 75/32 5 il TWS150/44 5 H#H1

K2 - 3201 Kitt: 44: 1

Hi##: ABB i #%: ABB

In#sThEE: 290 48Kw #sThE: 75Kw

INFAX B 8 IR X B 9

WEIX L. 8 WHIXEL: 9

BEFFHLEETA R 38CrMoAl BT HLE A R 38CiMoAl
150 EAHLAMEE

JWS 44 extruder extruder JWS150/75/32

Length to diameter ratio: 32, 1 length to diameter ratio: art
Governor: ABB governor: ABB

Heating power: about 48 kw heating power: 75 kw
Heating sections: section 8 heat: 9

Cooling section, cooling section 8:9

Screw barrel material: 38 ermoal screw barrel material: 38 crmoal

150 host contour diagram:

150 #5 HAL#MFE 150 extruder appearance

2.3.3. B HHLM % Lifting of extruder
FrpLE mkenr, eia 2 smEmE NI AR AL, RERKREE, &
ML BT H L ERE S A2 S Eis B P b o, bk mRE
M HES), BEMETHRRELIERE EHL8—E. £REIEP EREyE
A oL, Bl LE AL 23 5 7 B AR T 7R 25 B S B R K 0 A & g A A RN B
Extruder, before assembly will have enough strength of the first round steel insert frame

19
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hole for hoist, according to hoisting, lifting extruder. Due to the extrusion machine weight
distribution imbalance will lead to deviation in the process of handling center, in order to
prevent the sling sliding in the hook, set in a sling the hook must be on the hook more
around a circle. In the process of hoisting, please hold the center of the machine. to prevent
the oscillation amplitude 1n the awr in the process of hoisting machine is too big, hurt the

operator or other relevant personnel at the scene.

S

2.3.4. FXHALAEE AL A% In place and installation of extrusion machine

PR bR A el H 5 A A BB R BT, AR IR R A e
EahE (RIRAREIH IR , R R TR AR L2 (AR AL
BB L Z AN E, R EEES L E SRS GRS DR
1Ak i 22 22 R 3 nl VR A& HE) o Extruder is in place and installation and production
line with other equipment, usually in place must follow the line foundation drawing
(provided by my company's design department), as shown in the line chart. Adjust the
relative position between the extruder and the relative position between the whole
production line, at the same time adjust extruder its horizontal position (TongKou and the

inlet point of the surface of the installation can be used as measuring datum).

2.3.5. HFHPLEZHM Extruder main components
2351 « AR RGE A S BN Z A HE{E W9 Basic parameters of gear reducer and



[
TWELL xvs 5 tcispnmmsnts 2400 %

safety instructions
—. A overview
B ENLE AR 2 T TR B BB AL B B A SR B A A
BAEEEE . PSR TB/T 8853-2001 ([REAENFHOENL) Wit, MG ik kR
F R B (RBR & &, TN ZRB Bk 7 K BB A I L1 A, RS A 2 6 2% (GB/T 10095)
oA THT R B HRCS54~62 . it 4l AT o iC A KRG i TR, /R 2GSl R HE 7. Screw

extruder special gear box is designed specifically for plastic, rubber single-screw extruder

\

design of high precision hard tooth surface gear. Reference to JB/T 8853-2001 design of
cylindrical gear reducer, the gear and gear shaft material USES high strength low carbon alloy
steel, tooth surface by carburizing, quenching, grinding processing, precision of the gear level 6
(GB/T 10095) tooth surface hardness HRC54-62. Output shaft front end is equipped with large
size of thrust bearing, screw axial thrust.
— . fERYE# Using range
& JEailim A FeE AT 1500 #/ 75
& ietEsnE FEE A KT 20 K/
¢ TEMIGIRE-40C~45°C, AEAFRIET 0°CIES F TAERF, J3B0RTRHETE T
ME0CLL L, sEEARIEERH. D
ER:
& KBECENL AT T IE. RFTRERE, (BN s s B A, BT R
X R A £ BE R

4 prime mover input speed is not higher than 1500 r/min

<

gear circumferential velocity is not more than 20 m/s

4 wortk - 40 C ~ 45 C  environment temperature, under the condition of
environment temperature is lower than 0 ‘C | the lubricating oil preheating prior to
start to 0 ‘C above, or to choose lubricating oil at low temperature. )

€ Note:

4 this reducer can be used to is, the two direction of running, but some type high

speed shaft one-way oil pump, the default direction is: in the face of the output shatft,

output shaft is clockwise.
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=. JENLE 51480 Deceleration machine instructions

F

AR O AR AR, e F RS R B H

. W wmSHFEE, N EFRMEEERS, HESKENR, 1§27 BIFF Product

nameplate marks reducer factory with product nameplate, records the product model,

performance, production date, factory number and other information, in order to

provide better after—-sales service, convenient file query, please do not remove

LY
L 4

L 4

< RENLH) %3 5BLE Installation and connection of speed reducer
IGEPLA 2 B m e R L AL RIS fRE, WS LR NI E
8o FEHLRVERAR B 5] SR E B TE O T PRAUE SR A e e b OSSRy 2 [m] 5% .
HGE N5 R B HL RIEREE N I8 5675 FR IR Z AN 2B TT 70, RUHHL oy A\ il Lo 2 B
HR o A O AR EARAE RV A, [ROR R A A b ) i 22 S A i |, HORZEART
P B 28 6 Fe VRE
LiEGENLEH B fe . wFe. BERCSER AZ BN IR,  NARYE BT S A%
RN R IR R RS2 77, AER AR R AL, IR AR Z AR KT
125x T, () o P T ——ROEHIE AR (VD -
ZARSEEE, FERGENL TN o T T RS A A 23 3 51 S v 2 2 i
PRk .
KA RS, BESHSKEEGAS. FKIR
AR, RN A2 1T, AR IETREE EREEmE S IER,
RAAE. WIS, ZRFMERE0NT, EEAFFWHAE. WREFFEINR
BRI A2 A E A

reducer installed base must be smooth, solid, reliable, stable, special
occasions workstation installation should be considered. In the case of
uniform anchor bolt fastening guarantee inserted into the output shaft
of the screw without binding uniform rotation.

reducer and prime mover of the connection way, priority should be given
to error compensation connection speed reducer input shaft axis to ensure
alignment on the connecting part of the axis, should check the axial

deviation and angular displacement quantity at the same time, the error

22
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shall not be greater than the allowable values of coupling used

2 when reducer using the pulley, gear, sprocket, such as input to the
transmission power, should be used according to the product sample check
additional radial tolerance of speed reducer shaft, middle in the input
shaft, additional radial tolerance shall not be greater than (N). Type:
reducer input torque (N.M).

* installed, add lubricating oil in the reducer. Lubricating oil evenly

distribution in the casing to the center line of the oil standard oil.

L 2 connect water cooling system, check the tapping for seepage and leakage
phenomenon
* switch on the power, let the no—load running speed reducer for short

periods of time, check the equipment run time lubricating oil in the
pipeline is normal, permeability, oil leakage, installation parts is loose,
whether there are abnormal noise. If no abnormal phenomenon can be
delivered.
i+ = Note:
O FEX BT A B AR EAT R AL, NI LRI ERRGER (A0
SRERRID Bk ESMEE:
O BRAER. ANAFESE AN SR VR RE IR Sk 7y SN AR E il BT L
O R BRI LR R R A IERR K T
& Bt AR AR A 58 71 BT AR AT S
& RN RIS TR BERE B 2y CHRARAS . BEARe) RoInBh =
& Rl i ANVE 2 R L AU PR B 5 7« 5 ISR, wl fi
FEFR e, &P AFRE R S A =R E L, Slla
PAIREE B FRL
Filled in for all coupling, when installation, cut off the motor power supply and
measures should be taken, such as hanging warning labels) to prevent
accidental connected;
Cardiac coupling, and not allowed to use the hammer knock pinion methods

suit to the shaft end;
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Derive the correct belt tension should be paid attention to when installing
pulley:

Cardiac output part shall not adopt strong screw installation;

Is left exposed rotating parts of the reducer (coupling and pulley) should add
shield;

Derive the connecting shaft end and flange surface must be thoroughly remove
rust, dirt, pollutants or similar can use solvent cleaning, cleaning shall not
let the solvent into the shaft end sealing lip seal parts, otherwise it waill

damage the sealing material.

T JGEHLEF Reducer using
FFHLETEE & 5T H Check before starting the project:

L 4

4
*

(EFET, &R BERGENEAN RS @R, WA RSIER, HiEEHAZN
IS LAY

BERGE MO R BT, ZEMFRERE &

SRR BT 0°C, IR T 0°CHENL T LARRS, B A HEE M £ 0°C LA k.

ROENLIZAT:

*

TGE PN 25 5~10 7380 GG LA AL AR 5, TIAE JBGd BT L AT T /S sl
WEED , &R, WAL R RN S INEAE R EROEN S E EA, wiE
IR B B NE, BN 20%H0E BATGAT 1~2 /N, BEEFUERM, TRERSR
BN IEHIBAT -

ERGENLIZAT IR b, GRS ROENL AR A, e, SRuENLIE A BT
70 CEgHEEIE 100°C R, MiFIEEH, EUEEIFHRREE, 0 EZiH 54R A6
BRI R . MR HERR S R S B i Ty Al E A .
HOENLENL IR MR EIE: ERRMBERE L, FraR i P DRk 58 S 5K FROE
PFLERALARIR CGEBOENLAC LA S, WIAERGENL PG KA R .
R BGENACHS [AF IR/, RS 2~3 AL RENLIZ H—Ik

AN SRRGE L (A R R 6 AN A, TR BT IRIE AL PSRN A R AT A R T R
=1

A8 PR I TR TR TR s A A P 5 B B U S ke i R R £ TR R T R AT D S AL 2R,
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A5 PR I A iR AP Rl % 3 B AR A B R _E AR LB BB A

hefore use, first check the deceleration box body for lubricating oil,
the o0il level is correct, if lack of lubricating oil should be timely
supplement ;

if the connection parts loose, safety protection device is complete;

whether the environment temperature is lower than 0 ‘C, lower than 0 'C
case work, before the start of lubricating oil preheating to 0 ‘C and
above.
Reducer running:

reducer should be idling 5~ 10 minutes (if reducer gear pump with motor,
reducer, open before starting motor gear pump), make each bearing, gear
load after sufficient lubrication is used; If the reducer for the first
time use, empty load step by step after operation, per level and 20% rated
load running 1 =~ 2 hours, until the rated load, no abnormal phenomenon into
normal operation.

in the operation process of reducer, timely monitoring the rise of
temperature of the speed reducer, and make records. When the reducer
temperature over 70 ‘C or oil temperature exceeds 100 ‘C, should stop to
use, find out the reason and troubleshooting, need to contact the company’ s
after—sales service. Troubleshooting to lubricating oil should be replaced
after use.

reducer outage operation according to the following procedure: first
shut down the feed hopper, stay in the screw tubes conveying complete closed
reduction, mechanical and electrical source (if reducer gear pump with
motor, the machine shut down after the motor gear pump in the deceleration
authority).

if the captain of the deceleration time to stop using, must be every
2 7 3 weeks let reducer running at a time

if reducer to stop using time more than 6 months, vou need to take extra
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for reducer internal and external anticorrosive measures:

Internal lubricating oil is full of; External use wax antirust coating on

shaft end and without paint surface antirust processing, and use the daub

grease on the shaft sealing components of the sealing lip to prevent

infiltration of rust inhibitor

7¥ & Notes:

O HEHERIVIENER, MEATRSRBESHERS, XN

TEE AR R TR R KM 51, IR A EE R
e e BATH R

<& TEREGENIER AR MO R AR, R RE SRR
A%, PRIEIH ER 18
O FERGENLE AT AR P R IE I A GRS L, RIURIILR, K&

B A AL HERR

In the initial stage of the driving pump may be a higher noise, this is should be

Lubricating oil viscosity caused by the large in the resistance of oil absorption,
oil pump, the phenomenon in the lubricating oil temperature

Higher degrees after go away:

In reducer emerged during the normal use of the pump noise increase, at this
time should be cleaning filter

Oiler, ensure smooth oil;

In operation process of reducer should be timely monitoring of speed reducer
leakage, and found the oil leakage phenomenon, timely stop elimination;

75~ JGENLAIEE A . 4E4 The inspection, maintenance of reducer

& 51254 378 [a][a] 5 overhaul and maintenance interval

ff (8] [A] [ The time

interval

W12 5484 Repair and maintenance

1E% T {EI1Z4T Work
normal ly run

o B RCEN LR : AT PEiE e, A5 90°C
£ & BE e, AR ET

100°C

fo B IRGENL M A TR T

o B GRS A MR R

check reducer temperature: when using mineral

lubricating oil, shall not exceed 90 C

When using synthetic lubricating oil, shall not

exceed 100 C

Look for abnormal noise reducer
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Check for leaks reducer phenomenon

f£1z 17 500~ 800 /)
if & Run in the 500
~ 800 hours
filling
lubricating oil

BRI NIZAT 5 B8 — I T T 5

e 28 B 75 5 A

after the first operation of lubricating oil
replacement for the first time

Check whether the oil level should be

BEI@BIZ4T 3000 /AT,
Z/bFE—IK Every
3000 hours of
operation,

At least once half a
year to

A, AESE AR, N A K
%, Z:‘T—ﬁrﬁﬁ 500ppm
FHA YR CBRITERRIAE 8 )

itk 2

check the oil, if in outdoor or damp environment,
check the water content in oil, and no more than
500 PPM

Replace mineral oil (work time less than eight
hours a day)

Clean air plug

MR B L g
Z2/H3ANMH— K
According to the
using situation and
decide,

At least 3 months

A EE T (K BEZE TR

T & % LR E e A 3]

R BTG AR AEE R AR ERE

HEETE I IESS, WA L RIS

to replace mineral oil (long—term continuous
work)

Check whether there is any
connecting bolt everywhere
Check the pollution state of lubrication and
cooling device

Clean lubricating oil

looseness on the

filter, replacement of

filter if necessary

R B L E
S —F — X
According to the
using situation and
decide,

At least once a year
to

A ARETE T replace synthetic lubricants

MR PR R A8 R AR 1oL
M %€ According to
the environment and
the use of the case

MeEERCE SR TP () &

TH S ORI/ R TH

B E R E

may be improved or replaced (rust) paint surface
protection

Clean deceleration closed to the surface
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Check the attachment device

& Eig s A (A [A]FE lubricating oil change interval

FEG SIS A A AR SRR el 1 I 222 5 S 8 7 v

N EOYIE RIS AT AT A T T SE S (B] (B]BR,  CLP HC A SRI& 123 (PAO) & Alil
JH VM Under the condition of bad environment using special specifications
reducer lubricating oil should be changed often

Below for normal environmental conditions using lubricating oil change

interval, the CLP HC for polyolefin base (PAQO) synthetic lubricants

70 80 20 100 110 [*C) 120

(1) RIBATRE] Q) b FFEsEE CPEIME N 70°C) (1) to run the time
(2) continuous temperature (70 ‘C) average of oil pool

. B 5HEBR Failure analysis and elimination

BB | W R BRI omay | HE BR O | HEBLR | wigEINmay | HE BR 7
® cause elimination failure cause ¥
Failure method phenomen elimina
phenome on tion
non method
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A EDN/ B il
HRATIAR A LA, iR
. 5B ALl IRE . [ HIUR
gf] Z’p’ g 7 | A5 B I [E % 1A
Exception, |A rolling/rolling|A to check the oil,
even noise: bearing|replace the
running damage bearings
Tap on A type B|BConsult the mau
noise: uneven mesh
ST
,]Ef] IR K A
Abnormal|._ .. . _|ELEiE T, ME R E
.,n R L I 1 A I 1.4 T | mj_ﬁ
impurities ) if] check the oil
lubricant
uneven Stop running,
running consult the alum
noise
L 4
sE XA Y
B a5 ==
5 B Ok S| . e
I ATLIA 2 B kA S
Abnormal T v o, T
. . |reducer fixed a|. ., .. )
noise in B E A using
loose check
the area of rules of fasteners
. fasteners,
the fixed
speed
reducer

e R | o L K A A
ML &5 A | DR
i) A R [H A BN
I T AL i o | B B A A
i) IEH#
B U1 VR e = R S
i JEE 47
1% 2 il 5 B | AR
Ak N R VAV IE 2
RUHZEAL | 22355 5%
M %L [Don't close
Lubr i cating|"educer
oil spill: connection
parts
Reducer
) ) Loose
combination .
connection
Reducer end fasteners
cover Sealing parts
surface installation is
Depending |not correct
on the hole|Sealing parts
cover damaged/wear
reducer Not tightly
The shaft|coupled
seal Lubricating oil
. a too much
Drain plug .
Installation
place
errors
Air plug in

A 1K 15 R
¥ B A B
JSUNETE S

By %
I A I
it

Ko A5 g /
MHE T
CIEBED
Check  the
connecting
bolt found
loose screw
in time
Check

sealing

the

and
it

parts
replace
depends
Check

oil

the

level /impr
ove exhaust
Consult the
alum
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XPS BE L HH B/ Z B4 d 4+ 2 LAY B
B LR BOL i RE
c iRy (B K I R i
o s M B K # i3
Ebmagas |G BAEE o IR
A i L : & I
IEATIRE N|A lubricating oil D *ﬁ:r{if;{' i ?ﬁ_)ﬁ SRt
=0 ] 1 ~ ;*\? y . §
= too much E*ﬁ o i'_J & . A i L I;JQ *"“Eﬁ H
Operating |B lubricating oil correction Bﬂﬂ‘;ﬁ%%wﬂz?ﬁ %ﬁ H
temperatur |aging metamorphism necessary _ i A :
e is toolC lubricating oil Bhto Cheik tt.he oil C IR IR A_TheTk t:w
high more impurities change ot time ) D EhrEdGG °! evel.
N C to check the oil|flizkfii B iR o correction
D lubrication pump o | A position too .
D check thell€8 K & . _ s i f
damage |ubricat Bear i little oil
E cooling system u :lca |o: pump,tearmgt B Iubricating;eifssa;y k
fault check the oi||"ePacemen .empera ere oil aging o ¢ e?
level E check the|is too high ¢ hi the oi l
' metamorphism
cooling system p. . |change of
C Iubrlcatlont_
ime
1 1 4 o SRR B SR pump damage |
ity 25 B Ak i | FR 75 R by D bear ing lubricatio
K B The| %5 53 45 fhoi ) B8 | 7T 400 F 15 % T & damage N oump
running—in | & shaft end|clean up the shaft
rep lacemen
per iod connection is not|end sealing parts +
shaft end|clear when|Can be regarded as D check the
seal highlinstallation norma b .
earing
temperatur |With the shaft end
replacemen
e in N

I\~ JEVETHATEEE Lubricant choice

TRV T RS B % SR ok e (3] G

V. fi ISR G T VA

V=2, 5 K/FPECSIAIRIRETE 35°C~50°C Z AR, [ A CKC320 A fiudar Tk =ik
By aY CKD320 2 g7 Ll P A e v

2 V>2. 5 K/ FPECK A SR B R HEE I, MIEA CKC220 o1 G far Tl A 2 i
B CKD220 71 £ Tl A ZC A B T

The viscosity of the lubricating oil level according to the high speed gear
circumferential velocity V, environment or lubrication method is used to
choose:

When V 2.5 meters/seconds or less, or when the environment temperature

35 'C to 50 C, should choose the load CKC320 industrial closed gear oil or
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CKD320 heavy duty industrial closed gear oil
WhenV > 2.5 m/s or with forced circulation oil lubrication, the load should
be chosen CKC220 industrial closed gear oil or CKD220 heavy duty industrial
closed gear oil
J[#7# 7] Lubricant
TRCE A AR (6 FE e e, WA, SosEA
[ A A1 i RS BT 2 AL B % - i 7 W 8 3R Reducer is not
recommended use of grease lubrication, if necessary, please feel free
to contact us
Lubricating oil grades please see appendix — lubricating oil table at home

and abroad

2.3.5..2. EHHLIEASE M 2 42EAE R Basic parameters of main motor and safety

instructions

AZ AL BB 13 Ac motor specification

Y R5) LR — MR & A A R A A AR B R = A AP AL e RH AT
FEGFTE IBC brife, SMRPiirEgyPad, A AL N ICA11, EETAES] (S .
i T IR AR ER L &, WBLR. B KL [EZ4eHL. BEHEHL. Pk, &
WAL B A HLIREE.

Y REVEEIHLAE . THE. RS BA K. RN, BITE A EE. Y80-315
HANLATS Y 251 (IP44) =R D BN AR KM TB/T10391-2002.Y355 BEIHLAF& Y
F4) (IP44) =7 HHLEIARF A 1B274-1991.

Y80-315 ANHL KA B i4a%%. Y355 AR F 4% . FiE BlE Y 380V, #is
% 50Hz, Th% 3Kw RUAFAY 8%, HARTh A ARS . Balflizfrih s nigik
ANEEIL 1000m; PRI IREREZE ML, EAET 40° C; RS URE H-15°
C; iEA A-F¥IE AR 90% R ZA A FHRKEEAST 25° C.

LA — M. G PR, AlHI . TR R R AUE T, (HHRE
B ED). AP FE, el iR ATy, Bk, i BHREE (TH) . s
ZAF L

Y series motor is general purpose fully enclosed fan cooled squirrel-cage
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three—phase asynchronous motor. Installation size and power level in accordance
with IEC standard, enclosure protection class is IP44, cooling way for IC411,
continuously (S1). No special requirements applicable to drive the mechanical
equipment, such as machine tools, fan, compressor, pump, mixer, transport
machinery, agricultural machinery, food machinery, etc.
Y series motor with high efficiency, energy saving, high locked-rotor torque, low
noise, small vibration, safe and reliable operation. Y80-315 meet Y series (IP44)
motor three—phase asynchronous motor technology JB/T10391-2002. The Y355 meet Y
series (IP44) motor JB274-1991 three—phase asynchronous motor technology
conditions.
Y80-315 motor USES the class B insulation. Y355 motor with F class insulation.
Rated voltage of 380 v, frequency 50 hz, power 3 kw and the y—-shaped connection
are as follows. Other power are delta connection. The level of the motor run place
no more than 1000 m; Ambient air temperature changes with the seasons, but no more
than40 ° C; Minimum ambient air temperature was minus 15 ° C; The wettest month
average relative humidity of 90%; At the same time this month average minimum
temperature is not higher than 25 ° C.
Motor has a shaft. According to user needs, can be made into biaxial stretching.
The second shaft extension can transfer power rating, but can only use the coupling
transmission. According to user needs, but also can supply other power, voltage,
frequency, damp and hot zone type (TH), motor protection grade, etc.
1. Ja3h start,
L1, kel

Yete)a, SLAPRS & ENLA T/, RIGETA R MREDE, JoE R s S fiE s
FH (YA .

FIFheeiel, RIS HHEN, WRBIIABUERE, EEHHLITIT.
1.2, S IERERE I

HALWIRE AT, SR A rlgEE, AENEREZAEE. 25° C HENASHI
[ENEEZHE, NERSGEZEARAE, Bedd. AEAFREST G200 C, HHE
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W2 BE D> —F . R EREGHEIANZHEH, SeEmLAHE . B iRy
90° C, Bf[E] 12-16 /NAF. WSR2 [ HOKE, ST LU EITT, SArdEKiRiEh
—REESE.
1.3, HIEBZE Y/AE3)

PrifE L LA R R — R 6 MR IR A E D — A iR, RYLERZ A, LA
AR R AT SR, AR AU .

A AN Se i 7 AR R A RRIE
1.3. 1 H¥ER 3N

SR LICRA Y BiAESE, Bl 600VY, 380VA M HIRIR: 660V-Y HiEA 380V-Ad%i%
1.3.2 Y/AJRE)

LR B R AL AUE T A BVE AL RO BE LK

PREER AU BT A RRE R, 1% Y/ ARSI ERL, ZEIERI BN MHELEL,
FFRE MBI VIHAR Y Rk R B B i AR . XUE A ALANH A 5 Fh e AL A R IR
W6 AR e i P e 2 AL B
L. 4. HREFEAER: 71

R EIFEART Us Vo WARIRSHEREE ULL VIL WLER:, MAHLA ISR S,
T J7 [7) GRS £ -

oz L2 T AR = AR AT DA 3 B AL RO B T TR
1.1 and inspection
Immediately after the goods, to check whether external motor damage, check out
some nameplate data, especially the voltage and the winding connections (Y or
delta).
No—load rotation axis with the hand, tests, if the motor is equipped with locking
devices, pay attention to open it.
1.2, insulation performance test
First before use, motor winding is likely to be affected with damp be affected
with damp, measuring the insulation resistance value. 25 ° C, the measurement
of insulation resistance should be more than a reference when measuring winding

immediately after discharge, avoid electric shock. Ambient temperature rise every
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20 ° C, the reference resistor reduced by half. If not reached the reference value
of insulation resistance, winding must be dry. The temperature of the oven to 90 °
C, 12-16 hours. If the installation of the drains, drying it must be opened, winding
is generally to rewind after seawater immersion.
1.3, start or Y/delta start directly
Standard single speed motor terminal box usually has six connection bolt and at
least one ground, electric motor, reliable grounding, required by regulations
cannot replace ground zero.
The voltage and the winding connection is marked on the nameplate.
1. 3.1 direct start
Winding can use Y or delta connection, vy 600, for example, the 380 v delta
respectively: 660 v — Y connection and 380 v - delta connection
1.3.2 Y/delta start
Supply voltage must be equal to delta connection the rated voltage of the machine.
Remove the patch panel mount all lugs, press Y/train starting device wiring, six
properly connected to the motor terminal, and can automatically from starting
early Y connection to complete delta connection. Double speed motor and other
special power supply connection, must be in accordance with the wiring diagram
of terminal box.
1.4, terminal and the direction of rotation
If the power phase sequence U, V, W, in turn, connected to the terminal Ul, VI,
W1, frommotor drive shaft end observation, its direction of rotation is clockwise.
In any two phase in the wiring can change the direction of rotation of the machine.
2. AU Instruction
2. 1. BATHE

ALHLA T Tl A=,

IEHFPREIREAE-15° C $+40° C Z[8], #FHAET 1000m
2.2, ZEER

AL #A A KRR A Tk A 03 2 HERI 2R
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AR LA R B VBT IEFHOR A, AR B AL AT S LE .
2.3+ WS
FHLASBER T ImE AR EIZAT .
IEFIATR, ALK&, (BT EHE VR EZ R 60%-
— B R R AT B AL R A B0 S UL
2.1, the running environment
Motor used in industrial production.
Normal temperature inbetween 15 ° Cto+40 ° C, is not higher than 1000 m above
sea level
2.2, the safety factors
Motor should be familiar with the requirements of the professional staff
arrangement and wiring.
When installation, must have a safety device to prevent the accident, the location
of the installation must also be within the rules.
2.3, comply with the specifications
The motor cannot be used to accelerate and overload operation.
During normal operation, the motor surface heats up, but not more than 60% of the
allowable temperature rating.
Some special purpose motor need special instructions
3. &P Management
3.1, Af
PR LB RPN, ZRTH. B, BrErii
T fRA = A FE LR 2R AT B T
BUCEHIRE R, HIFREEH, BiaiE ARtk st
3.2, izff
LA [BIRE SR ET AR BRI AR RO AL, fEIef R B R R AR A
3.3 HE
HMFRNLES (FamE) FENLE TR TSR, 2R 5T nEARA R EREGH
AFE, BRAESR, aJUERM ERE.
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3.1, and storage

All motors shall be kept indoors for dry, shock, dust environment.

No protective laver of the surface of the motor should be rust preventive measures.
Suggest that regular inspection machine, turn the shaft by hand, prevent loss of
grease or other problems.

3.2, transportation

Equipped with cylinder and needle roller bearings and ball plunger bearings of
the motor, the transportation is need to install the tightening device.

3.3, weight

The same base number (center) due to the output power of motor, the installation
size, the total weight of the additional parts of different and different, the
specific weight of the motor, can be found in the motor nameplate.

4. % Installation

i%ﬁz
TR IR S TERA P A
& B AR ST BRI

RN FAE, JF H 298 R AR (ko i BOE BRAYRE I . 1R RS I = W R
FILIR.
4.2, JEMIIERE 2%

X A HLRE R AN S (] SRR R B A 1-2mm AOEERE . SR &R T7 sCUR B A LR 43
FILE R, BT REE. R RS faERIrEERE, NEOERGE, PM#E
P JEE HE T 0 21 5 S [B) % 22 e — AN FESLAT , By Lk L3 e At P 2 [R) o EE 1T 433 48 P
Bl
4.3, HEKAL
Y AARbRAE LR, REHKILERm RS .

LRIz B AE AR, LR A 7 al SRR EE, NREICH .
FERF R AERIAIE T, BT A B HEARFLAR N 2K ] -
4.4, R

TE A A 72 38 %o 3k S b AR AR B A AT R it LAY A1 R BE 45 A 14 B A
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4.5. EPMB

REPKFRE .

AR RS AT TR, R, RWREE RSk E AT
Restnfiffd, HE5/RMR, 0ok ar.

ANEEIL T S U T RLE B R KK R T

LA EE R AT A AL A E R

4.1, plate

Preparations for installation plate shall be the responsibility of the user.

The metal plate should be anticorrosive paint.

Plate should be smooth and strong enough to prevent the effects of impact
load. When selecting size note rigidity to avoid resonance.

4.2, hottom holt installation

Tighten foot motor and bolt hetween the plate and had 1-2 mm gap. Use
appropriate way to adjust motor after docking concentricity, tighten bholt again.
If the motor shaft extension and load rigid connection, the concentricity set,
both at the bottom of the feet must be installed between the base and the two
positioning pin, and prevent damage to the motor damage when machine is running
to connect concentricity.

4.3, drain

When installing non—standard motor, check whether the drain surface is down.

Motor in handling or when not in use, if the installation can be closed plastic
drain plug, should be closed.

In a particularly dirty environment, all the drain should be shut down.

4.4, adjust the installation

Correct installation to prevent external hearing vibration and may cause the
wear 1s very important.

4.5, slides and pulley

Place the slide level.

Check whether the motor shaft is parallel to the drive shaft. Note, the belt
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9

6‘
6.

too tight or pulley less residual balance shaft extension assembly damage, even
cause shaft fracture, may also affect bearing life.

Not more than the product instructions specified maximum tension

The ahove data can Chad in motor samples.

H k4% electrical connection

VLA Rk & U VEhERS, mlRESRIEFE AT, WAllE i 55 IR B %
Ty a. WA HLAEIE N HELL 1L 203 1A

R 1 RS AR ) B, BRER S NIL Al LSRR PR . AEOTOCE PT100 H
FH TR RO B AR AT -

FER: AL, EEASATIRT R B, AR fTHELE,
Al DAEHEER AR B B R A
The motor at the top of the junction box to allow rotation, can choose according
to the requirement for the direction, also can choose the outlet hox
installation. No cable into the service entrance must be closed.
In addition to the main winding and to the earthing terminal, terminal box can
also include thermal resistance, thermal switch or PT100 resistance element
connection parts.
Note: when the motor stalling, could still be charged within the junction box,
do not touch the terminal immediately. Open the box, can be found in the terminal
box power connection diagram.
ZHEAYFH install and remove
1. HEi® General

PR R T 1T T B2 BRI SE#E1T - A professional must use special tools

shall be carried out in accordance with the provisions

6. 2. /K Bearing

STHR R E T USRI EW, L3, IR ZMASREHASF®R TE. To pay special

attention to bearing, installation, changing a bearing to heating or use of special

tools.

6.

3. BEBMNEFHAZEE The clutch and the installation of belt pulley
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TR T an B R, EAAAE SR EM TR, AESHWE & KR, HREATHF
TRENER B A E A T B, DART SR s s .

TR A REE T, JrE i B AREE AATATESENL & - Installing a clutch and
pulley, to use proper equipment and tools, don t cooperate with shaft extension
is too tight, need to dismantle shaft to the other before assembly positioning
workpieces, in case of damage to the bearing and shaft extension.

When installation can’t heavy hammer bash, remove also cannot use the lever on
the fuselage.
6. 4. “Ffif balance
PRAEFEHL, SKH 8.
AT EERIRS), BEESMETRLMEEFETE, ARkl .
Standard motor, USES the bhalance half a key.
In order to avoid vibration, clutch and pulley must pass a half key balance, can
be installed onto the motor shaft.
7. 4y 53875 maintenance and lubrication
7. 1. %12 General

EHARE A2 HL L

CREFEBLIATE, .

AR, A 0N R R,

B & AR R OURN 22 02T«

BT R R IREDE, WA RS AR R TR A A AT I L.

A S R A, NMALEENL, R A R R I AR R
Preventive maintenance of motor
Keep the machine clean, the air circulation.

Check the shaft extension of sealing ring, if necessary, it should be replaced
in a timely manner.

Check the connection and installation screws.

By monitoring abnormal noise, vibration measurement, monitoring oil or bearing

lateral vibration device to check the running status of bearings.
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If there are any exception occurs, should immediately stop and check the reason
and ruled out in time
7.2« {H¥F lubrication

e B P AL BT 3 Al A A L

AL L RTE 225 LA T, F P JoRF R EOR B Bl — B o P R K, R g Y 5 78
FARHI = AT A 4, 2T a8 U R B B, BORE I B i e . BAKZORI T
Closed or open bearings of motor
High motor center in 225 and the following, the user has no special requirements
of the motor general assembly model of bearing, bearing of the model is desecribed
in the relevant samples of the products, open air bearing motor, request to add

grease on a regular basis. Specific requirements are as follows:

HLEES | JMAEE | 3600 | 3000 | 1800 | 1500 [1200 |1000 | 500-900
g r/min | r/min | r/min | r/min | r/min |r/min |r/min
112,132 | 15 4200 | 4800 | 7000 | 7800 |8500 |10000 | 10500
160, 180 | 20 3200 | 4200 | 6000 | 7000 |8000 |9000 | 10000
200, 225 | 25 1800 | 3100 |5500 |6500 |7500 |8500 | 9500
250, 280 | 35 800 2000 | 5000 | 6000 | 7000 |8000 | 9000
315 50 800 2000 | 4600 |5500 |6500 | 7500 | 8000
355 60 1000 | 4000 | 5000 | 6000 |7000 |8000

AR A AL INIE 1S BB A B]FEAT 8] The time interval of roller bearing motor add

grease
Bl B2 5 | AS | 3600 | 3000 |1800 |1500 |1200 |1000 | 500-900
base = r/min | r/min |r/min |r/min |r/min |r/min |r/min
no. greas
e g

160, 180 | 20 1600 | 2000 | 4700 |5400 |6200 |6900 | 7800
200, 225 | 25 900 1500 | 4300 | 5000 |5800 |6500 | 7000
250, 280 | 35 400 1000 | 3300 | 4500 |5500 |6300 | 6800
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315 50 400 1000|2700 | 3800 [5000 |6000 |6500
355 60 2200 |3200 |4400 | 5500 | 6000

BT T Y LA

fE LIS AT -

e AR AT, AT AR H F 2.

IRIAMARET, NET AR P,

AR IS SR, IR RARVE .

e EL 22 % A FUHILIAS TN 1 A1 B4 18] s Bef ) 2 3R o 9 e UEL A — - - R ALE B BU(E 2 Tl
AKIRE N 80° C;

HURIRE R 16K, RPMERE N Z kD —F.

R R R RN 70° ¢, RAPEUERIINA.

FE: BITREAREL MM AR CFRE. SEETr, sud8{CEZT,
2 A FE S N T AR AT BE . — ARUGE FE AL i v i 1 18] R 75 2R 2% A BUE el > K4y
40%, TEmEISAT, 02Uk A R A E T .

Filling nozzle of the motor

Lubrication when the motor running.

Before adding grease, should open the oil exports.

If equipped with grease, should open the oil exports.

If equipped with come on ShiYiPai, also will be subject to it.

Vertical installation of the machine to add the time interval of the grease is
half the value specified in the table. The value specified in the table based on
the bearing temperature of 80 ° C;

Bearing temperature rise every 15k, value specified in the table should be reduced
by half.

If the bearing a maximum temperature of 70 ° C, value in the table should be
doubled.

Note: the maximum permissible operating temperature cannot exceed oils and bearing

temperature. High speed running, or overload running at low speed, the need to
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shorten the interval of adding grease. General double speed motor in the table
will need to add grease intervals numerical reduced about 40%, when running at
high speed, vou have to check the applicability of the bearing.
7.3+ iHAiFHE grease
EE R AR, HAEME A B DL MR AR g -
RO o B A I
f£40° CHEflF  RHEH 100-140CST
Ve L4 2% NLGL2 k. 3
IREEYEE M-30° C #+120° C
AT LAM =8 fe A - r A3 B A A RIAFRRIERGIETE S
an SR8 i B D R A O T B BERA S BT IR ISR AR, FE R HA N 2 UiEiE LMCE IR Y
TEE AR -
v T B Tl Y il 7 7 2 EP VR IR
g SR A b AR BE KT 80° C inéa R vis i A BRI Bs, ] 5 A iRiE i e, XA i i
T i — R SR VE R RIREE FF R 15K
When grease again, can only use bearing grease has the following characteristics:
Good quality lithium base
At 40 ° C base grease viscosity is 100-140 CST
NLGL2 or 3 concentration level
Temperature ranges from — 30 ° C to + 120 ° C
From the main grease producers can get grease with good properties.
If the successful change of the grease and cannot determine the compatibility of
the old and new, in the short term to replace the old grease lubrication for many
times.
High load or low speed bearings need EP grease.
If because of bearing temperature greater than 80 ° C and shorten the interval
of adding grease, can use high temperature grease, this kind of high temperature
grease generally allow bearing temperature, and high 15 k.

7.4. JFE Note
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7.4. 1. M=iEHEH], high speed motor

o e AL

AEDEENL (A2 N, RAEEER h ZHEEEY .
Fn=DM x n

Dm="F-¥J i A E1E

n=Fsif

R KBECHFEIE MBI, SRR R R FH A m fER T 22T fa
it -
The high speed motor
Of high—speed motor (e.g., 2 levels of motor), check whether the fn parameters
of the grease is high enough.
Fn =DM x n
Dm = average diameter of the bearing
N = speed
Note: most of the grease can irritate the skin and cause eye irritation. Please
indicate all comply with the manufacturer’ s safety precautions.
7.4.2. Eff parts

WWZE, RE LR ErIAls, o FUREAT SACES . IR AL EhR A RS
5, WWMNJEBH. Parts ordering, should indicate the type of the motor nameplate, .
Specifications and product code. If the motor nameplate marked with serial number,
should also be marked.
7.4.3. BFEFER Noise requirements

P A e 7 AN B AR Bl B R A e AU -

%1 T 60Hz BEHL, MEFSS5ZEEE 50Hz & 3dB (A)
The noise of the machine does not exceed the numerical product samples or
nameplate.
For 60 hz motor, noise level is higher than 50 hz 3 db (A).
2.3.5.3. HLEESEH ¥ A H 1.2 The design and technology of the barrel and screw

FUZF Y B HVEAF S5 T B, R SC R R PR BT 57 LN RS L fE
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FIT L LA 1ol R HEAT VEAR A0 AT . IREFE (MD 2 HTikl = BB T 1 o B2
HLBERE (o) BTkl g rhrBICieE, (FRRtE (O Bodre EZmorn
WFRESEWFERE . R (-a) BEFHALE Q FE R E QoM KXHIHEE X
RALF AL T HINARFESE
FriE = B AURAT R R b =B R B R 2R B AR IR OIS TR B
EESERYIEHESSAEIL; TR B AR R R a5 .
WEAT LT S5 R

D WIS AFRE R, Dy ANLEATALE, 6t RNIERASHLE A AR E B, 4
BHE S tif, Dy BALRETAISME. L AR RKE, L MINEHBKE, L2 Ak
FERKE, L3 FHEEKE (FE: MNEGER=BSEFmMIZER. ARG
ik BORE . AUE R AR EAX B HE, & B TR E 28U b )
FHEPERE, BR=AAEE) - LD BHFEHNN—IMEZSE, EHREH, HL A
IR BUSIEIARE, H3 i BEUISHERE. T S, S AR, M ABRECKE. b A
BEE A IR TR R, e NMRBERIVAN FERE, B MRERY R BERE (R4S SR 0z A i
FIFEES) , W NPAIRERVER R (RUERREIAEFEERE) , & AIREUTH .

Single screw extruder screw parameter calculation, the following main within the
material in a single screw extruder on several problems concerned in the process of
conveying for detailed analysis. Mixed degree (M) is to analyze the dispersion degree of
materials mainly in the spiral groove, than energy consumption (e) is to analyze the material
in the screw groove plasticizing degree. residence time (t) is to analyze the thermal history
of material ingredient or aging. Deep drawing ratio (alpha) is associated with the extruder
flow Q and drag flow QD quantities and characterization of fluid particle degree of strain.

So-called a three-stage screw is to put the screw is divided into three sections: feed
section mainly undertaking the transport of solid materials, Compression section is
complete material compaction and plasticizing; Metering section mainly undertakes the
melt conveymg and plasticizing further.

The screw geometry parameters are as follows:

D as the nominal diameter of the screw, the Db for barrel nominal diameter, delta t for

single side clearance between screw and barrel. while ignoring delta t, Db is the outer
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diameter of the screw. L is the length of the screw, L1 for feeding length, L2 for compressed
length, L3 for measuring length (note: do not solid conveying with the three sections of
confused, melting and melt conveying section. The former is an engineer in the design
drawings and value, while the latter depends on the operating parameters and beimng
squeezed out of the performance of the material, are three values). L/D 1s an important
parameter of the extruder, screw length to diameter ratio, namely the H1 for charging period
of spiral groove depth, H3 for metering section of the spiral groove depth. Pitch for T as the
lead, S, M for the thread. B for screw axial width of the edges, e for screw arris normal
width, b for the spiral groove of axial width (i.e., screw arris and the axial distance between
screw arris), W is the normal width of screw groove (i.e., the normal distance between
screw arris), phi for thread Angle.

FF i 2 Extrusion process

BEAFRISMEFF AT 2R, EIEFEL T, RIEFERRAR, YRFERAT L5 8 fe
[A] K%y 1min, 2% J15050. (B AEXEERE AR AR, $RE 7T REMYIE &b idg.
Rk, B R B S A R A AR EERAR R, EIRT SO R E
AT IR A BE KR e A 5% L B A W EORI 1) B BRI IR . AATTRR BB A5 LR LAY
i, —RBAE . B, EIEXSIT I HEe 2 AT, JRAT AU R AR EARIPE
Mt fEA — B 4 A0 12 . The appearance of the screw is not complicated, under
normal circumstances, depending on the speed and the time duration of the material on the
screw about 1 min, at most a few minutes. But in such a short time, but it happened a lot of
physical and chemical process. Therefore, though the quality and yield and other
components of the extrusion production line has a direct relationship, but the screw design
quality has greater influence on the quality of extrusion production and product quality. The
heart of the people called screw extruder, a little too much. Therefore, before the formal
analysis of extrusion theory, we must 1n screw extrusion process on a more comprehensive
understanding.

1) JnEl charging

RUMARL G, KEEE EEE RTINS RITEA R, BB R 23(a), 1£

BERR AOHES) TAERTST . (B2, WMEMESEEE S Z R ERREOCR, SRz
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AR A EER RO R, SR HE RS, SR R BB TR S L E LR,
YR A gE It N RS, SR pha F b sk A RE . Bk, WMAFHAFEA
IEF PSS AS ok}, e Zuts & kS oL, H % 5 ook} #9151t . Plastic after joining
hopper, rely on or under the action of strong feeder, into the space of screw groove, under
the impetus of the screw arris forward extrusion. However, if the friction factor between the
material and metal hopper is too large, or internal friction between the material factor 1s too
large, or hopper taper Angle is too small, will be gradually formed in the hopper bridge and
hollow tube phenomenon, the material will not be able to smoothly into the spiral groove,
extrusion will be forced to stop or unstable. So if extrusion productivity is not normal to
reduce or not discharging, then you have to check loading situation, or even change the
design of the hopper.

2) #ii% delivery

MERR B, 2R NRIE S, BT —, B fERRR R R L —
N SHE. ERERATPRAIEREE Y LAEX RIRARE, XA RSO A AT BERT. 40
[F)HRATIAE Ja TR 22 2 AT RO IR A, AR A A9 4a0 i B 33 92 b R AT BB AL 15 B BE 4 K]
Ao AERE R A EE R AL s fb BORER fs ), RRTRIERIERER B E,
— B IE LA R RIE R N 0.3-0.4, INRHBHL AT NHERS, HAmEMEFERN 05 &
A T IR A K MR TER, HAE AR A i E) 0.6-0.8. B8, K
R A 22 0 A ZE R R AVL 5 ) BE R TR A . KB RS2 3R B i oo < i ) B LRI A T
MR T REAERE e BHRMEEES RGNS IR, 5RGEI DR IZE)
HEHBARR.

Theoretically, after the plastic into the spiral groove, a screw each roll and all the plastic
carry forward a lead. When we call conveying efficiency 1. But for single screw, the ideal
situation impossible. As we will be at the back analysis, and the throughput in fact mainly
depends on the friction factor of plastics on the barrel fb and plastic on the friction factor of
screw fs. Fb or fs 1s smaller, the greater the amount of solid plastic is forward delivery, the
more general smooth barrel of 0.3 0.4 transmission efficiency, charging period of barrel to
open small groove, its transmission efficiency is about 0.5, and when the charging period of

barrel has great and deep grooves, the conveying efficiency could reach 0.6-0.6. Obviously,
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the key difference is the friction factor of plastics on the barrel tb. A large amount of
experiments show that; Resin to metal friction factor mainly depends on the temperature of
the system and the structure and shape of the surface roughness of the metal, or system, also
has relationship with the system pressure and material movement speed.

3) JE4%i The compression

FEFF IR, BRI AL E). KRBT, H%, BEHE —FhkE
ARG, BRAaREG SR, BaEERmEER, AmmkEaE s, LK,
A EIREAHAC B 7 RZ BN E 1T, 4 2R OR8] B AR WORLF iR i,
B, R R D9 A A R I RO I B R . e, BLE R R G T ARIE
T ] s P 2

FEREAT B AR AR LU R =/ — RS BB r R B R EE R,

VIRRZETHUEAE; — RS 2% A . LIEM &R /ot &
o ATDLASESSAIER, BMERA LIRMER, WEeK B E g —ERE .
X R & R EEE TR .

In the process of extrusion, plastic 1s compressed when absolutely necessary. This is
because, first of all, the plastic 1s a poor conductor of heat, if there is a gap between
particles, will directly affect the heat transfer, thus affecting melting rate; Second, also only
in the direction along the length of the screw increases gradually, under the pressure of the
particles will between the gas from the eduction in hopper, otherwise, the products will be
defective due to its internal bubble or waste; Finally, the high system pressure also ensures
that products more compact.

Causes of pressure on the screw has the following three points: one is the screw in the
structure of the spiral groove depth becomes shallow gradually, the material is compressed
gradually: 2 1t 1s in front of a screw head equipped with shunt resistance components such
as plate, filters, and the nose: Finally, you can use expemments show that even in the
absence of the above two factors, along the screw length, still can establish a certan
pressure. This is caused by the friction material of metal.

4) J%#E The molten

EE Tt AR, 12305 EAER 5nEGE fPL EEEA iEa 5 EE, FEiT
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LR BE R B EEHR AW R93E 5,  BIIAIE RUSTENLE NEBETE B — R E R AR . 7RIk A
&, EARBEYERPAESRIER N A TH: —2ILESMT MRS LS SR, —R_E
SR i T & E S IE 3 A R = A BT U4, RIS 5 b B4R R P RE A

Bt A R EEEAT A AR BB DR T A AT AL A (] BRI, 5z 34 A MR A A L
B ROk, FESERE HESE T AT U . TEIRRE R, bR, R R E A5
FEMORE, HEERATaEKk. wEANFENFER, Za)E M ERZE S InRE
VLR BE AR An 5 BEE, S BER BRbEHE R BT 3R i/, BUIAJE sS ENL N Bk
R —EEENEE. Eitble, ERSEEHERM A AEREN A EH: —2ZILEIMET
AL RE SR, —RAERBE D BT SRS sE E A R = A R8Tk, |
TR P TR R T RE R

B A REAEEAT , A AR B R X TS AT AL B (] BT, 32 33 A At 4 L
FIFoR, FEMEHE FHES TR AUE . TEIRRE R, bR, R roE AR
ORISR, HE&ETEHK.

5) JR#A Mixing

Fribd Ry, EEEEAT, BRI —RERESRE L EERE, BTEE
ZE PRz A oAz s, Fi, IRE1FH REEEREREI R & B E R E T . XA
MEAHLEREFERB R ERREE, CaFREEMPEEEAT ], m—a
TR, SEILRENE RS R IR AT .

AT R RIR A SIRG] &, ARSI AL R A R BKE, EF
e 3 o} bt BT F) A TR % BROPR 2 R P A B HOARAE IEAE T 0. 7E 5 — et kbh, KR
FREE AR BT R, KRB EIFETHE BB, #UAET 55 %% —
BB SN ERIRIBZ .

Extrusion process, under the effect of high pressure, the solid materials are generally
being compacted into dense solid plug, as there is no relative movement between solid plug
along the grain, as a result, the mixing action can only be relative motion between the layers
of melt. From this part of the barrel of the test the picture to see very clearly that the red
pigment no diffusion in the solid phase, and once the formation of molten pool, through the
role of the mixed flow of the melt.

In order to get the mix of products guarantee, must ensure that the length of the screw
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of the melt conveying section has enough, in some data will be screw in the melt conveying
section called homogenization according to in this period. In other materials, called screw
the melt conveying section of metering section, it is considered in calculating the output,
with the screw end such as deep a spiral groove volume as calculated according to the
property.

6). < Venting

EF WL RS, FEFHHEE = —fMREm B [ EENER,
REEHFE A K, — ki, X5 U4 AT LATEIZ S & i R ML e .
B2 SRR, VEMERTZEIMIEE KRR, UAEE rlBERA R AeHHH, MmE
i) i R AU B R U R AR 3 R B A K B AR AT AR K 259
W F AL IR B A KRN PVC. PE. PS. PP %%, —MIAS KA AR, X
e/l K ZE S AT R I AR s HERR s (BRS T 3EEe 3K PAL PET %, BT E111
TR EARR, KEEZ, EMRARMERFRH, RERRTE. B=8H0—%E
TRHEURL Y ER R — L2 R T, Iy IR R RS SRS . EAES AR
ARREFATZED UL, RALERHERS, ZRESRA B v IR K f9 R 5K /11
B, (EHF BT AR, AmEdEd e b . XS T, AEAEAE
SFHAL

B AT W, AR —AREEAT AR L AUSE A BRIk, Hik. [E45. JERE. IR EMAES
SNKEARTIRE. R, eSSt LR R, MRS AR IRERHES
HEEEmS G GORE. XBEAMERE, MUGRERES TS, mELEIES
B4R R EESE, RELEHS LGP AREAE, X2 RNEE LR

=
=R

MR 4R IR IR

R ALAEE BT PR T R A R R A B TARRT, st ROZ R AT AL
HATR A, RAEIRAT AL B B L BRI A BB B .

BEFFIRED. HE. AR

A BEAFHRE

REHEHREALNEERENEA LR, EEXFMLTARNTRES HIHE
Z )5 EAEYRENAEAT, LR, FRARBR M ARES, RUIEFRAESETIH . WRFH
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CARAD, TS s Ena A X, HnARERERE, A5 BRI alE. Tt
HINVECER MR E, DUELE T SRS

PREMEATET, ROOBRET LML IERERUE. M. HE R EETRER, L
PRAE A2 B2 MAIL 4t <

TEHREN & R B e AR ENE F AR, AT ST Fe2h 0fh,  B AR 0 RoE A6 4
M FLAIE . e, BIATR g (REPARS 2 Brs) , JREERE. RREME
k.

Gas 1n the process of extrusion machine, need to have 3 kinds: one kind is mixed with
air between the powder particles, as long as the screw rotation speed is not too high,
generally speaking, this part under the pressure of gas can be increased gradually from the
eduction in hopper. Forward movement of material but when the speed is too high, too fast,
all gas may be too late, so as to form bubbles in products. The second kind of gas is a
material adsorption of moisture from the air with heating them into water vapor. For those
of moisture absorption is plastics such as PVC, PE, PS, PP, and so on, generally do not what
problem, the small amount of water vapor can also be wiped from the hopper at the same
time; But for some plastic PA, PET, etc, because of their moisture absorption quantity 1s too
big, too much water vapor, so too late from the eduction in hopper, the formation of air
bubbles. The third part are some of the impurities inside the plastic particles, such as low
molecular volatiles, low melting point, plasticizer, etc. They heat in the process of extrusion
under the action of gasification step by step, only after the plastic melt. these gases to
overcome the surface tension of the melt and escape, but at the moment, because is far away
from the hopper. thus cannot through the hopper. In this case, have to use exhaust extruder.

Thus, any one screw are required to complete the loading, transportation, compression,
melting, mixed and exhaust and so on six big basic functions. Obviously, the feeding and
conveying affect the output of extruder, and compression, melting, mixing and exhaust are
directly affects the quality of extrusion products. Here the so-called quality, not only refers
to melt completely, but also including products compression is close-grained, whether

mixing and products in there can be no bubbles, this is we often speak of plasticizing

quality.
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The screw of the maintenance

When the extruder extrusion production or other reason affect the normal work of the
screw, it should be checked for screw and barrel, according to the abrasion of screw barrel
decided to replace the screw barrel or repair.

Screw removal, cleaning, installation method:

A, screw removed

Remove the screw need to use this machine is necessary to provide the special tools, is
equipped with the tools to remove screw extruder after emptying directly, at this point, the
residual melt condensation, so the screw is easy to be out. If the extruder has been cooling,
knocking out the screw to turn on the heating area, before and heated to operating
temperature, then power off again. Ejection should form a complete set before lifting device
for supporting the screw in the ejection.

Before you remove the screw, should connect the extrusion machine machine barrel of
flow channel, net changer, metering pump and mould removed, to ensure that the screw can
be drawn out from the barrel.

Screwing in the removal of dedicated nut remove special handle, clockwise rotating
mandrel, until the screw cap out of the gearbox output shaft hole. Finally, you can pull out

the screw (shown in label in the attached figure 2), in a clean, soft material.

[ —

i B ﬁFm?ﬁgi(_ |
@Eﬁﬁﬁ%ﬁﬁt@% = — | —{F

B l

B AT PRI 5 ] Remove the schematic drawing illustrated screw
B. HEFFZAE
ZALHT, HIEBTREANLE AL, EfEshf AL, A, ERNILER LEE
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F— BRI, BT Lk b EREE AR . kA, drelnogis b, g2UGERT
INFRFRAERE, XFET K.

ZARAT, FRFIR AT L S O AR B R A N SL BB, RN DR SR ATHEN
P&, BERRARIAONIE, SEE AR T A TR, 2R e AR5 i 0
AR FL, iSRRI AT 3 NIEAT . SEHF R — BRI I0E A ik, AR9E R BT 6 & AT
gLV

ER: ERRBLES, BAREAREY, PUamig REE. BunRAXE,
N LN OB T % .

C. iR, VL

PR, S EnRE ), S L FIE SRR, BT .

FrLILE A LN AE RSB G, ISR R — 47 & WAL B2 R B E AR AT L rF
EIT], Sekedl TIE EAmAALE, AEREITIERmEE T, RRRAEEE R, @
ENICE R EE AT, e AR EARRCH 038 W R SR R S R T, IRk

B, screw nstallation

Before installation, clean surface of screw and barrel inner hole elimination, drive shaft
hole cleaning. Then, the sleeve hole coated with a thin layer of silicone oil, coated with a
layer of silicone grease on the screw shaft. Before installation, the inlet must cover,
suggested that the extrusion machine heated to operating temperature, it is easy to install.

When installation, must the key screw shaft and the inner hole keyway on the output
shaft of reducer, and carefully put into machine barrel screw, until the screw in place, or use
a screw to install special tools, will be installed after screwing in the screw core shaft end of
the screw hole, turn the nut and screw. Screw should have been pushed to withstand so far,
according to the size chart to check whether the screw is in place.

Note: in the process of install screw, cannot use powerful, so as not to damage the key
and keyway. Must be paid to the key 1f 1t 1s too tight, the reload after careful revision.

C, clean the screw and barrel

Should use brass wire brush, brass or aluminum scraper, or clean copper wire ball screw,
avoid scratch screw.

During extrusion machine machine barrel inner hole should be hot cleaning, cleaning
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with a meet inner hole diameter on the pull rod of the scraper, scraper up first inserted into
the barrel, then put the scraper semicircle face down, the residual melt blown, this process is
repeated when necessary, in the end, according to diameter brass brush or copper brush

brush clean the sleeve, tear open outfit.

2.3.5.4. hn#AREAA HXHLFAE % 8] The use of heating and cooling fan

1) Jn#&E Heating coil
FEHVER A E EEGRE. ZBEEmRE, HA AR &S f 2 R R A

e, mIEREM S HAEE, R, AATRENES, BRRERGTEENNT T

f . Host use, mica heating coil are mainly ceramics and cast aluminum heating circle,

which use most is the ceramic heating coil, heating performance and thermal stability, good,
1s advantageous to the temperature control, is also an important actuators in temperature
control system.

#1174 & Barrel heating coil
2) VR Cooling fan

KATLBFIFAHNL, %'5% DF #%1, DF RIRKHLA “ £, @iF, F#7 R
A, BAVUEMARR, MEMGE, Ex e o B 8 R A2 AR i — &
IR, BARER, KAER, BHK AEGFEZNA, S0 ERARPRNERE
S T2 EJa e, REEMAL, RIS RERE, KR, 24, 4E277E.

DF BN MERE S8 rHL AT B

By wuxi wind machine, model for DF series, DF series fan as "leafy, forward, narrow wheel,
impeller, has a large circulation area, accelerated flow, strong pressure on the fluid at the
same time a series of characteristics such as small vortex, has big air volume, high wind
pressure, low noise, high efficiency a lot of advantage, after the structure is made of high
qualified steel plate after advanced technology on the stamping riveting, welding, so the

structure 1s compact and firm, small size, installation, maintenance is convenient.
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DF type fan performance parameters and machine configuration

A5 mn = | &% par | # # (Mg db | DIEKkw | HEvV
M3/h r/min

DF-3 405 458 2840 72 0.18 380/220

DF-3B 340 340 2840 72 0.12 380/220

DF-5 850 1020 2800 76 0.55 380/220

DF-6 660 853 2800 76 0.37 380/220

DF-7 1200 1250 2800 78 0.75 380/220

JANLAMFE . Fan shape size:
LURS) Al A2 A3 Bl B2 B3 M N H P

DF-3 | 115 96 76 115 96 70 97 103 125 70

DF-3B | 115 96 76 115 96 70 97 103 125 70

DF-5 | 120 100 80 120 100 78 155 146 188 128

DF-6 | 158 132 | 97 118 92 70 120 111 160 100

DF-7 | 150 125 97 130 105 78 157 147 192 128

ey

| o) o ]

JANLAH - 1E] Fan shape figure

3) o InERE 54 AR AT 4E 3P fR FE Heating coil and cooling machine maintenance
IR R AN XL A HEFFHT L B s # T B A B0, NS R A AL A IE R TAE 2 5%
HHLERE TAERIORIE. FEAXTHR R AR OZ A AN AR 12 R B i B 5 5 RN £ E 1
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EWRE, WHEREMEERK, MosmEFERE, RIEEhrgsimdE.
AN ERERIE TR ER, & RN K=&t TR, R a] & R A TR
Blo TRELR R, BN REFALEE. FEIER TARR, IR MR EHLAEIRES
JAHL A T AE1E . . Heating coil and fan is to maintain extrusion unit heat balance of
components, the normal work of the heating and cooling fan is the assurance of extruder
and stable work. Is supposed to check in every time to heat up the heating temperature
control table shows the temperature and the error of the corresponding to the measured
temperature of the heating coil, such as the temperature difference is very big, will have to
check the reason, according to the actual situation analysis. In the barrel temperature close
to the set temperature, the cooling fan will work intermittently, can monitor the performance
of the fan. If found the problem, due to the timely processing. In normal work, per shift

handover should check the actual temperature of barrel and the performance of the fan

2.3.5.5. AHI/K%E Cooling jacket

T IR QR G AR R, KEKAA. BICREFFER&EKER
—IK, LAERRKENER, REAHNER. AEKERIERERENES, RN
R BT, B RNEA s R, A ENLR .
Bt AR B 7 S AR A ), R K SR TS REERE, IR AR T2 PR

faiE.
PR E K EDR
KB - Ti5 Y%, A KR
Ko JE: 0.5—0.9MPa
Ko i 10—20C

Extruder feeding mouth shell filled with cold water unit, rely on water cooling.
Cold water device with high pressure water cleaning once every six months, to remove the
impurity in water jacket, improve the cooling effect. Cooling jacket is bairel feeding period
of key parts, at the same time feeding period is also the key components in the extruder,
directly affect the operation condition of the screw, affect the output of the host. So feeding
section must be strictly controlled, high temperature materials in the molten plugging

material, the stability of the temperature is too low, is not conducive to screw feeding.
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Extruder cooling water requirements:
The purity of water, no pollution, no lime
Water pressure: 0.5-0.5 MPa

The water temperature, 10-20 C

KEZE K] Water jacket structure
2.3.5.6. EXHhES F4E Y ££3F Coupling of maintenance
EC e 25 PEAC N 8] B3z e vb 22 RIS & AR BD,  TT S Al LA s A 0 o B2
AP, M-S B as s r . SR IREESR, e fEahr)-Fia.
FTLAEERS 3 A A At Nk A ph AR 00 Rk B L R PEAR RGBS L. DAGE R BE I A 23

By s 1A, Coupling in the long run due to the vibration of the equipment,

and make the relative location of motor and reducer

Change, resulting in dislocation of the coupling, elastomer wear and affect
the smooth transmission.

So every three months shall check the alignment of coupling, the abrasion

of elastomer. In order to adjust the coupling elastomer or replaced.
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R AR ERRIET IR R, PR A . e R PRI
P8 )G, B st s S R i Bhid 3 B 'Note: in the process of using open shield,

so as to avoid moving parts are hurt. After open shield in the process of

maintenance, repair complete, please be sure to pack good protective device!

2.3.6. BRI Ry

FrfblE IR R TR, FERBNEEEIRER. ERDmEarrFELR, &
FROERR. PERTE, URFHIEH. BHLSRIEEEREE 52 Sl e ik
A, TERRERAR 2SR IR A7 B el R A e R LR B, ANHER 3085 - Extruder
in normal work, are at risk of high temperature and high speed rotation. When working near
the high temperature parts, need to wear high temperature proof clothes, prevent heat gloves,
and wear FangHuaXue. Motor and reducer connection part is high speed rotating shaft
coupling, the coupling guard is no longer normal position or not firmly fixed on the frame,

are not allowed to start the extruder.
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2.4, WM GRS, W &7 AEHE T Unit to replace

the network basic parameters, hydraulic station and safety

instructions

WM R G, AT IE M RS IZ NS & SRR S BF 2R R SR U,

TE3R BV FRE O B ELL = S R PR R E G 8 2 r] it EEm e M sUR Al 2L 5
I FEE R R K. Hydraulic system to replace the network, the production

of filter system is widely used with all kinds of plastic extrusion, plastic

granulating etc, perfect design and elaborate production to product performance

reliable; A wide selection of structure form and types, the maximum to meet

customer demand.

2. 4.1 Hep TR AL Bk

L. 7 A= S BRI PO 4  2R Gt or B R AR SR AL U i, B T B A =g, &3
F, 52N, & T ERERNTE, RMNESEAENE, sk, SEE,
PO B[] R

2. XIACE AL 45 0 28 S A 80 5 e O A7 Pt e e ) 85 482 9 ¥ L i 2L B, P AR
PEAd e I BRI M SR S A, STIAMENLIR S e .

3. FLME:: Ea™E NPT, @FH, BIERSR, RSB, WiRE
HER.

1. The production line of hydraulic system to rapidly replace the single plate
and single column type two kinds, suitable for all kinds of high transparent,
high viscosity, easy cracking and high molecular weight class plastic filter,
moving parts to replace the network high wear resistance, high pressure,

high precision, short time to replace the network.
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2. Shuangliu non—stop in network system of net unit by the plate net changer
and network double location of hydraulic station, can choose according to
the needs of production of net changer model is different also, not achieve
hydraulic machine network.

3. Manual net changer: suitable for low yield of small extrusion, economical
and practical, simple operation, flexible seal design, to ensure the sealing
effect.

2.4.2, Hepd S (. W LA HE A M 28 ) Net changer instructions (example:
double location pillar net changer)

A R LA TR, £ TARXIN A E AR 5 SRS e, e
FIAL S B R X R AR B AR R, St AR AR FEME. PE —
FF A A A TR A %

B E R ZRPA, BT HRME, EEEE R T R B 2 R R 2 i
V&R, BT fE e iR e, Bt pIEfEd, #0E A A AL TE i,
ML R R, PO EHOLIEM IR R YR . i EYRR LA iR T &

FE AR B, FATVE N A R R AR R BT IR A . FOINF LR R AL S
Z DL R 28 U B S IR AR 2 4L

FEH ISR AT —RCEA — IR R Ika%, AR Z R MEIE ).

FEfE R ER T, EEA SRR Z AR, SN ges SEdRE. Ak A
FEERAE ) TET, R ERA &iREE R, ORI ERR, SUE SRS
HmEd . EPSEMORE R T

The net changer is double location of work, different models can be placed
in the work area and the number of filter, place the type and quantity of
different impact on the extrusion pressure and flow rate are, your company
visual its production needs. Double location column is commonly used in PE
net changer.

Safety net changer, due to the change of network, sliding column sport
soon and will flow out from the slippery body a lot of high temperature melt,

so high temperature change of network risk, so network process, operator shall
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not be in a sliding column below, in after the network, rapid replacement of
filter material and clean up slippery column. Clean up the material, high
temperature resistant gloves must be worn.

On the net changer, we use the heating bars and thermocouple to adjust
temperature control. The heating rod specifications and the technical
parameters of model see net changer manual.

In front of the net changer usually have a pressure sensor, used to display
the net pressure.

Before using the net changer, sealed regulating ring must be in place,
otherwise it may lead to leakage of material. In addition, the products before
they go out, coated with high temperature grease on the gate, for the first
time to use do not erase it, otherwise easy to sealing surface scratch it.

The filter mesh plate schematic diagram is as follows:

A ) 25 e KR K32 77 25Mpa, #7715 5E R ARHE A re A AN 7 2R R,
B KAA @ TR E /7. — IO T e 77 7E 15MPa i BENGTA 2E 4T e /) 15 4F D 1E
W, ¥ E 1A F) 20Mpa B ASBEIGFIR BT, B UCH AN RN RTINS (R
FARE . M2 .

R B 4 AL TARRT, SO BRI A 14 R0 B i B A 2 e th ok i AL, 4%
FRARREE T, P B, R IR AL TR &, BIRHR 2 5 LR
WEFIBRTE IERAROAL B, & WA ] BRI AR IR . e MBS $0E N RIS A EE SR M2,
LS im0 -
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AT #8840 T Ras, BE N R ESEE, Be T LENNE, A THL
77 s e o B () e bR, 3 e A AL R, AN sl BH 2 B3 1R e 7398 3 T 5 P ] s )
B, WEESERANBEAHREE R A S0E, NERBREREMR, KRR
MfE-

The largest net changer can be 25 mpa under pressure, pressure to replace
the network can be set according to the production environment and the need
to adjust, but not higher than the biggest limit stress. Usually in net
pressure in 15 mpa can smoothly in net operating as normal, when the net
pressure reaches 20 mpa is still not well network, suggest to check the whole
network system (including hydraulic station, net changer).

When net changer exchange Labour work, should take advantage of the resin
is not clear in time be replaced when cooling out of the station, will clean
up the residual resin, and spray on the release agent, preparing for the next
exchange Labour work, after each time of net must ensure that the screen in
the right place, otherwise likely to pull the door. In network operator, please
don’ t beside the net changer, so as to avoid high temperature burns.

Due to net changer in high temperature condition, the operator, please
careful operation, to avoid unnecessary damage, due to the double location
hydraulic network time quickly, avoid the outage in the net, won t because
obvious melt pressure fluctuation and affects the quality of the products,
staged exhaust device for the oil pressure control, avoid to produce bubbles
built-in rapid heating, electric heating tube heat preservation effect is
good.

AR Z % Technical parameter:

5 Type M |\ EmEm B|” B outp| K Z K A
Structure area mm2 Kg/h pressure Mpa
JW-DZHWQ-70 | . % X T 4z | 3850 80-150 18Mpa
Single
column dual
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sation

JW-DZHWQ-100

B W T AT
Single
column dual

sation

7854

100-250

18Mpa

JW-DZHWQ-120

B W T A
Single
column dual

sation

11300

200400

18Mpa

JW-DZHWQ-150

B W T
Single
column dual

sation

17670

350-450

18Mpa

JW-DBHWQ-70

N G2
Single plate

dual sation

3850

80-150

18Mpa

JW-DBHWQ-100

B i X T Ar
Single plate

dual sation

7850

100-250

18Mpa

JW-DBHWQ-120

Bk X LAz
Single plate

dual sation

11300

200-350

18Mpa

JW-DBHWQ-150

B W T 1
Single plate

dual sation

17670

350-400

18Mpa

JW-DBHWQ-180

B W L AL
Single plate

dual sation

256440

400-550

18Mpa
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e 0 2% BRI J5 S0 ik 15 TR 7 MR (8 ViU R i) R S IR FiA B 20Mpa /24
FF R GEE /17808 Ja AT B 5 0 J5 A AR B A R e, BRI R g B AR
e FEr RIS IERY, JEFEE, SRISAEhHR. In network instrument gymnastics as:
start the hydraulic station, adjust the system pressure of the pressure valve
to make hydraulic station has reached around 20 mpa, after waiting for stahle
system pressure with copper shovel in net, net after the net output, remove
the legacy of the material on the screen, put on the new screen pack, pressure

level, then start in network

2.4.2.3. WJE¥E EE S B4 A % 8 Hydraulic station main parameters and
instructions
1. HEi& overview
FBERGKA 1 S Re A ATERE RS [R| N Bt R B S 70, SR R Gy RIE 2
e KR F ol @S RRHRIT o HIA R 7 RIFJZEs). The hydraulic system
adopts the accumulator to in a short time, a lot of pressure oil supply, to
achieve the fast movement of the system. System is realized by using manual
reversing valve actuators of different direction of movement.
2. FZEH ARZH The main technical parameters
R KIET): 16MPa (FREZRIRED
P2 [B S LR 220V
Maximum pressure system: 16 mpa pressure limiting (accumulator)

Control circuit voltage: 220 v

3. BEuEEE R E LA H T AE 5 PR Hydraulic station structure and its working
principle diagram
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EREAR AL
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@3 AL
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U8 JH 2%
]
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BEvE S E (D

Vs SR 2

4. WHESE{ER 48 The instructions on hydraulic station
1) B RFEHF#E® T1E before using the preparation for the first time

B AR NBUESERUE B TOEA B, AR R g 48, LIRS AR TlUEY
BT RO UERE L . A & T0L~80L AE, tWAlRlALT, AL AL TR AL 80%
s NBREBER 46 SHUEERUEM, 7ER-EN 8/9 4 (NAS1638) ,

25~54CST, SEFRRfEMRIZ% (WUBLIHFI) BHE (i) BE. AREREER
A FEFPZE AR I -
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A R IR RIRUE RS, MIATR. N BIRZRET R A AT A iR Ty ] .
PLET, SeMFEshml, FELHEE, SsBll, freeRlURRIER S, 4 REEXE
Fbl.  (CAHNLECE ERITERbRE 9D

B. AKX, HAWEAGERETELT, EEEIERTIEENARE T EHER
PRIE (AWMU RS0 2 G A BRIy 20MPa) U8 15 Vi ot 1 [T 056 [ 77 e - IR 0 4k e 23
BOEIE IR 5% . W RGUEAR, NG RARKED), i EI4Ea80E7,
VAT R s DB, T 0 4k P 2% I 2 T PR PR YT, PR SI2P i LR A A A I T gk
faahrif, Ao ieslh e LRREGH & RGE AR EKR. AR ER, R ERAIATT
TIEATT R Ak AT . BRI R A R 0 N i T R T Ak B AR R TR I 5% .

Ao TENLET % 5~10 or8h, AR RMES, RN FEERENTE, &

EARETARENREER, SR AEEE.

B.  ATLAERefm W R R A, MG TRBURE.

C.  {FHLI/NEFRAERS, MAEIZAT 5~10 708, HINEIE1T.
First to join the working medium of hydraulic station, by adding should be through
the filter, the filter accuracy may not be lower than the design of the hydraulic
pressure station filtration precision. Injection oil 70 1 and 70 1 advisable, also
visible level gauge, 0il level should be located in the liquid level meter is about
80%. Medium recommended 46 # anti—wear hydraulic oil, cleanliness is 8/9 grade

(NAS1638),

25 to 54 CST, actual use volume v of the “mechanical design manual” for reference
"medium” chapter. Cannot be mixed with different kinds of hydraulic oil.

A good, according to the principle diagram to install hydraulic system, confirm
the correct. Connect to the power cord should be paid attention to the direction
of rotation of the machine. , hefore starting the rotating motor by hand, and
determine the trouble-free, inching motor, after being sure motor spin to the right,
to officially start the motor. (in the motor and pump rotate to sign shall prevail)
B, debugging, regulate the pressure relay to pressure of work, pay attention to
the working pressure shall not be higher than that of the accumulator pressure

relay pressure limiting (hydraulic station system accumulator pressure limiting
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for 20 mpa), and adjust the relief valve pressure is higher than the 5% of the
pressure relay setting pressure. Adjust the system pressure, should first adjust
the pressure of overflow valve, to adjust the pressure of the pressure relay,
adjust the pressure relief valve, the pressure relay should be power off and then
adjust, according to the actual need according to the regulating handle pressure
increase or decrease in indicator, left-handed or right-handed to lower or higher
system pressure in order to meet the requirements. After the adjustment, according
to the regulation of the above method to adjust the pressure relay. Pressure relief
valve should be higher than 5% of the pressure relay setting pressure.
A. idle before starting the 5 = 10 minutes, and then adjust the pressure of pump,
adjust to pressure slowly, after being stable pressure to work, lock nut voltage
regulator.
B. does not work when reversing valve to return to the median, oil cylinder in
light load condition.
C. stop more than four hours, no—load running 5 10 minutes, then load operation.
2) f#158H instructions

A. 7 EREE TIERE, B AENRNE N RRRTIER| TIEZOR, MRS/
TILARES, EEEER, & FEEEIEREIEH (GE) LURaENUMZEX SR s
BE, HIENIARVUEER, EAEZSBIRNESERIIFELETE.

B. % T M i=4E b AR E IR S S A R A B . (R SE BRI FLAJHE RS AN
TAEREMED

C. HPATIMFEFIFREME R, 1% N bR R Z A e B B h A, N —
D TAREAEHE % -

D+ VIWrHR

A, when need hydraulic station, please see the pressure of the pressure gauge
display whether meet the job requirements, if the pressure is less than the
pressure of work, please switch on the power and electromagnetic starter start
button (green) to start the motor and pump accumulator energy storage, when the

pressure reached set value, the pressure relay will automatically sends A signal
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to make the motor stop working.

B, electromagnetic valves on the electric cabinet start button to make it to

the left or right (depending on the actual state of hydraulic cylinder of the access

and work needs)

C, when actuator reaches the specified location, press the reset button on

the solenoid directional valve to make it back to the median, the preparation work

for the next cycle.

D, cut off power supply.

5. RYi4EY System maintenance

ARAFHLAE et R AR BG4 .

FHE R AR ERBSR, TR E .

ARVFEES RS LHHTRENINT, A YrfREREREY, WhEREFRE
e £ ) L N2 R B 2k [ )i T B

LA I VR Sy, DRAIE B ALY SRR eSS 77 TR Al br s 77 [l — 5.

FER i & RGUE TR S RREEIMETEE A .

ERARG LIENA LT FEWE.

AW F Bt 22 B I I 1) 3 S AR AR S S - TR R S AR RILE RIVE R 9 (30°C ~
55°C) , —MEARTFEEIL 60°C. HiHiRL m N ERIER .

VR AL R R R FFARE, HEaEA I AE FER) 16% .

TE HARS By I i 12 B L S M IR T 00, VRIS T bR 17 80 %6 I 22 R B A MR
EMEHR TN (B—UCEE, DREE—JO M, BEMLE, #5E
MIEFENELMmE, —HBN3~61H.

ABETETCE IRAMEIL M AT E S, IR 5 22 S B e

Je B R ER R 48 1 Y A

AR RGURTFE G T8

PRE O IR, BRFETAETS, Bk, RS HIRER.

B BRI R R AT LR . BRAE AP IR =R f FR s A i 9 .

(EATAIE S R LEREFOER(E AT 51 S R GE T MR 88 R, AA A, A
T 5AE.
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® did not stop the power failure pressure maintenance is prohibited.

L sharps, shall be used for replacing the seals damaged seals shall not
damage.

® not allowed on the accumulator for processing, welding and repairs may

cause major accidents, such as checking is a question of accumulator shall
be promptly returned to the factory repair.
® connection order when motor maintenance, to ensure the actual direction

of rotation of motor and labeled in the same direction.

® check system pressure is stable within the prescribed scope.
® note system work there is no abnormal noise.
® this hydraulic system when installation should payv special attention

to avoid heat pollution. The oil temperature is within the prescribed scope
(30 ‘C ~ 55 C), generally not more than 60 ‘C. If the oil temperature is
too high should stop looking for reasons.

® power supply voltage should be stable, its value is less than 15% of
the rated voltage fluctuations.

® regularly check the workings of the hydraulic station and leakage of
oil, liquid level less than 80% of o0il mark to fill oil in a timely manner.

® regularly changing working medium (for half a year for the first time,
once a yvear later) and filter, filter depending on the jobh, the environment
and jams, usually for 3 =~ 6 months.

® cannot adjust in the case of no pressure gauge pressure gauge damage

to change in time.

® timely processing system of internal and external leakage.
® electrical control system to keep clean and dry
® when disassembling hydraulic components, to keep the element clean,

prevent the dust, foreign bodies, the hydraulic oil pollution.
® the maintenance after completion of boot debugging. Operating

procedures should be in strict accordance with the instructions.
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® any caused by improper maintenance and operating system components
damage or system failure, the company will, not take any responsibility.

6. 7EE970i Matters needing attention

R (KT 60°C) Bidfk (T 15°C) RefFikfEr.

TH AR I BOS D A IR A

n R Y I O T L, AR AR 4R

WE R G LR, NGRS B AN 4E B N R YENE, A5 EERAE

R GUR R Rl MU 3.

the 0il temperature is too high (more than 60 ‘C) or low (less than

15 C) should stop to use.

the 0il in the tank too little should stop using it.

° if injection or leakage is serious, it is forbidden to maintenance in
the work.

® hydraulic system failure, should promptly notify the maintenance
personnel maintenance, shall not take fault operation.

® system to avoid load startup.

7~ % WHBE 5 HEBR Common faults and ruled out

® RGILENHIENRE

® A HLIER 2T IER.

® fEikiniRIAERGIER.

o EENHBFETIER.

o MAMMEMAREGHLWE (FEBRMIT) .
& MAMREESTIFLER.

® ALGASMETE.

® KAWL RGREATS.

o MAEFARELAN.

o HESIEHAEENIERGENARE.
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F G S ARBN K

LIRS, AR AR 5 IR0 .
RGUE BAnE T EIREN AR .
THRPNZE SR 2 AR
45 ) 3| 2 B I 77 SR A A AN AR 7= 0 o 55 77 A ) B ok R 7S AR BT
AGUREEL
JABESAISRIRE &, A .
A SEEA Y, REEORERE R, RN R RO .
HETHA GRS B AY, TIERREZE.
THZR R R
HELASI LT
WERGIE R IER.
Heml R 2 75 TAFIEH
AGATRATUTENELT .
WU 2 5 R AE.
system without pressure or abnormal pressure
check motor rotate to right.
check the overflow valve pressure regulating is normal.
check whether the pressure relay is normal.
to check whether there is enough oil tank (see level gauge).
check whether the oil pump is working properly.
system internal and external leakage.
check is mixed with air in the hydraulic oil.

check whether accumulator failure.

suction tubing or insufficient oil filter plug can cause the system

pressure.
® system noise and vibration
® motor vibration, bearing wear caused by vibration.
® system pipeline loosening caused by vibration and noise.
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pump suction air will produce noise.

reversing valve caused by rapid changes in pressure and production line
shock produced by the hydraulic impact of noise and vibration.

system temperature is too high

high ambient temperatures, heat dissipation is not good.

0il improper selection model, the viscosity viscous resistance, low
viscosity, large amount of leakage.

pump oil absorption oil return not free not free or system, filter
clogging.

0oil pump internal leakage.

0il cylinder action or crawl

check system pressure is normal.

directional control valve is working correctly.

crawl mixed with air in the system.

mechanical aspects is jammed.

8. EMH A NI4EY" Regular inspection and maintenance

f &I H A= o A 5 1 Fepr e

Check the Jel 3

project check

cycle

MM B 1/ F | R TMpa=<<75db (A) . 14Mpa==90db (A) {3 FH B A e I £X
Inspection season | General standard 7 mpa acuities were 75 db (A), 14 mpa
method  and 90 db (A) use or less noise detector
standard

EAREIM | 1/ F | Ats#ERN With a standard table

& Pressure| year

gauge

pressure

measurement
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sRERAAUE | 1/ F | BWEARKREERN, bR R R R HE K /7 With

a| year pressure gauge of aeration device detection, detection

Accumulator standard stipulated pressure shall be maintained

charging

pressure

MBS SR | L/ F | LRGN, e dilARHEL NAS1638 2k 1504406 FrifERLAE 9

M. The oil | season | Z%ZLL L With a special instrument to detect, according to

pollution the testing standards NAS1638 or 1504406 standard should
be above 9

JMABVEAT Tank | 1 /2= | BB AL, FRERA A SRR T AL 80 % Visual level

of liquid | season | meter, the standard level shall not be less than 80% level

level gauge

2.5. AP ITEASEH K Z4EER T Mould unit basic

parameters and safety instructions

2.5.1, HEHEBNEKREZE (AW ELFEHEELT ) Basic parameters of the mold
(specific depending on the actual mold)

REAXMEER

HAAA.
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A 300mn
kS S|
TR T E: 9. 6KW
Mold types: hangers type runner mold
Mould specification: 300 mm
Heating area number: 4
Total heating power: 9.6 KW
2.5.2, HAMWIZMF4E Dic of transportation and packing
Ax&EZRA AT A EfaR, BIEmL, wRZHT L1778 7 6
R FEEH M,
BEI AR NGEE G RELEREG S, BRETTH,
R 3 % BB e T
1. ®%ERE£WINRZTZTE T,
2. HBEHTH AT HAL
18 % 4 7035 H B % B\ HRTE e T
3. RRERRAREZH
4, REFAEMH (UREEEFHAREZEAQNAEXRE) , FEE
ANE KRB, EREFEARECEMS, W EIRWEEHABBLTAT,
i 4% 4 T BA L
(D) ERELAFBER> G | BAESNEENT
Q FMI;REHCHHKEERN—NETE, UFHEX.
@) RETAWFBEAKE
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W) #HENEAFRKAK:

wmE: 5C~50°C (40 ° F~120° F)

BE: <T70%

G) EFEFZE(REEF THERAST): <70dB (A)

6) HLBMWHEE: Rk&EEALZENEF =N (RO ReBETH), BE
M BT AR E L ny GRRED) AT R HH &M

(1) Zibm g B R ob E R ey (MR E) R E, URig AR
TRIRER,

This equipment must be carefully checked before shipping and
packaging, even so, il improper transportation is still likely to
damage some parts.

I received this product should be check if physical and shipping list,
the packing are in good condition.

If the packing damage, please do as follows:

1, whether the appearance of the inspection equipment damage.

2, filming all damaged parts damage

If the equipment is damaged during transportation, please do the
following:

3, contact the operator as soon as possible

4, keep the packing materials (so that operators will this equipment
back to the company for inspection), to the company inspection, please
use the original packaging materials, such as the packing material is
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not available, please click the following instructions:

(1) using specializing in the production of packaging products
manufacturers packaging

2 each parts are placed in the same box, in case of loss.

(3) the equipment should not be placed open air

(4) the recommended indoor environment:

Temperature: 5 °C ~ 50 ‘C (40 ° F to 120 ° F)

Humidity: 70%

5] noise environment (equipment working normally) : < 70 db (A)

(6] machine: the destruction of this equipment is basically made by
steel (with the exception of a few electric components), so it can be
destroyed according to the local instruments of the environmental
processing waste.

Once the other oil and clean up the waste must be disposed of in
accordance with the "environmental law" of the local, so as not to

pollute the environment adverse consequences.

2.5.3. EENLAEENS The mould safety operation

instruction:
B e R By % A A
EE:

THARNEEREF ARZECERELZ. XE. 2% (LE). #1%,
%, BEUREFEENAR,

(1) ARERBEEAFBIESWRE LT RBEZINARBEFE BHREN
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RSN RIER TR, THRAESRLES ENRELE, WRIEZ24
o

@) HATEME S B EE S TR R 72 % A & IR ey Al $2 T 44T

Q) BEESAVFEAEMREREZ 2 MENREREET K.

@) BEFFAERLEARE T HETREHENARBEEREE

G) JBAEF X AR LW ENT 7 H A R o £ 80T Rk,

KA.

BARAANE, BUHEER, REZ N EBEEE T2 THERE, £
HREEETEME THRT A UATERIHA S A FEERFEARLS

Before the operation safety instructions:

Note:

The following operating and maintenance personnel is to point to
include handling, assembly, installation (place), operation,
maintenance, repair and cleaning staff.

(1) of this equipment is only by a certified or after the relevant
operation training to operate. Businesses should clarify the
responsibilities of various operational staff, should not be confused
or chaos their scope of operation, to ensure safety in production.

2 for any repairs, maintenance, cleaning work should be on the
premise of shut off the main power supply.

(3) the operator is not allowed to use any damage to equipment safety

operation and the mode of operation.
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(4) the operator has the responsibility to ensure that the equipment
will not be any unauthorized person to operate the equipment.

5] operators any exception this equipment should be timely to the
competent leadership.

Close the process:

[First close the machine, then cut off the total power supply, check
whether the circuit power is completely out, warning sign placed on the
power switch off the electricity supply put to express are not allowed
to connect power supply to ensure safety during this period

2.5.4, #HEB# 1 The operation of the mold
ERAMTENZ2EE
- BREFNAHOREAANERRENRRLESFE.
HREHFNARRE TFERENRE, £F. FERLRRFET R G
% 4 Al &
M ERAT REEENTHRARKBUER 55, (KMNEWAF
FRE-TE#HANEEIESHANER)
- AMAEARHEA T ®HiRERER., FEXAAFTRRESTL, UK
BREHENFETR, (BURREENFXEFRAF)
- ERARTEREANECRANRE, FHEREENRFRE.
- WEARETHEANFL, Fa ARG EERLFERETR, &
£
- EAHERARREEFREL N RELZAREENERE LT EH,
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R EEFSEHEGRENEEZLEH, TREEEEREZEE Y.

AR ELE B BRERE.

« LEA AR BERENEDRE L DRFHETES.

« BRESRWEMBLWEE, HinEENELNEN,BLEHITER
1E,

ERE: TEEAEKR ERBLWA R NIZ W T T, R w2 gy
FRRAE Fom R 1F, A Aim BB H#HAT, RATMN BARE oy O 28 22 b 1R
Fe B AL IR S

AMANRITARUEEERTRERE, ClIRERATRANTOAL,
WEFTURERTE, AN (PR & @48 (AL . #54 (brass) %)
NE FHREENrIIr B KD

c LR A ERELEERUE, BT UHATEST,

Note that all of the safety warning

, the operator should be clear hoisting mould 1ifting limit of
lifting device used for quality.

, the operator shall specify the equipment working at high
temperature, wear enough on the hands, arms and face protective
equipment.

On the attached sheet with the pair of mold parts and the quantity
so that the user reference. (we recommend the user to check the stock
of spare parts is consistent with instructions)

Bin mould using high temperature lubricant when packing. In boxes
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with power supply wire, rings and various kinds of disassembling tool.
(will tell the user in the form of shipping list)

Use rings will die from the packing box, and pay attention to the
die lip protection device.

Will die mold placed on car, carefully adjust height to make the mold
and connecting smoothly, mold

, connect the power cord and thermocouple and check the power cord
and the thermocouple connection is correct.

, check whether the control structure is the standard and the
connection 1is correct, and check whether the temperature setting.
Heating mould and distributor to operating temperature.

, when the mould heated to operating temperature insulation at least
1 hour and then to production.

, according to the given all kinds of screw torque, after heating
of the mould parts of the screw to tighten the correction.

Note: tighten the mold on a specific screw should be in the following
order, the process of the mould in the middle of the operation on both
ends of the screw first twist again in order to, the left and right
side to continue. In the beginning stage of the die lip fine adjustment
screw should maintain contact state of relaxation.

This mold design flexible die lip and restrictor bar device, are at

the greatest when they assemble the openings, can according to need
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at this time, with a sof't gap gauge (soft materials including aluminum
(A1), brass (brass), etc.), measure and adjust their size.
When after the completion of the preparation process of, can be

produced.

2.5.5. ¥EHY Z% Die lip conditioning system

HERS RERE Die lip conditioning schematic diagram

1. T# 5, TEEREBEZ 9. &
2, TEEXHE®ZEZ 6. L5

3. TEEREZEZ 7. LB RTEL

4. THE 8. LB iRY g

Die 1ip conditioning schematic diagram
1, lower die on die lip fastening screw 9, 5, and die
2, lower die lip fastening screws 6, upper die lip

3, lower die lip adjusting screw fastening screw 7, upper die lip
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4, 8 lower die lip, upper die lip adjusting nut
2.5.6. %%k Installation

Big L kR PR AIT, FHRLRERAMARTERBRLEHY
Bt EEE L, HOHBLNRFERBRES,

- B 1E

AEAW T HRFETERL, TEH M AFIARFEATEEETERL,
Fot BB E TRz ooz, AT HRTFRATHEARLEFEEEIT
o FEA B R B E . KA EEEA T RMEF oA/, AT
WMRBEL BRI 0 AR T E A L. ZERTHOAR L FEEANETW
IO AAN, EREA GRITIFE AN WK, EREANBROIT O ANES
—BOFRERITE R A AT 2. FHERESTH MOABRLAFER
Rl

The installation,

Fine ad justment screw into the mould on the mating hole, screw screws
into after fine—tuning block until screws touch the upper die body.
Fine adjustment screw should be in a state of relaxation.

Operation,

With t-shaped wrench with the adjusting screw, do not use a torque
rod or wrench to adjust die lip adjusting screw. Timely ad justing screw
to replace damaged and fine adjustment screw. With t—-shaped wrench
fine—tuning adjustment screw make die lip opening gap to achieve the
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design expected values. Adjustment for the first time please use the
micrometer to measure the size of the opening, adjust the fine
adjustment screw until the openings for the design of expected value.
After adjusting the fine adjustment screw to adjust the width of the
opening size, use copper gauge (opening size) testing, until the entire
width of the opening size uniform and adjust to complete to meet the
design requirements. And please check whether every fine adjustment
screw and die body contact.
2.5.7 ffFf 4 Maintenance and maintenance
2.5.7.1. — ey E B fu 4 General cleaning and maintenance
EE: AR TFHUA B9 2 8RR SR A AR L 22 3 )| R BUR R AF AR Y
BAARTE
EEBRFRRAMGREFRERNEERENMREEZRLEN.,
o T VE BT AR PR A R AT ALY 2 R B B TR R L B AR 4P A 1A

S

1

s EAEFEBEY, MRERREREE S KETE IR AE AR 873k 2
ATl R kel mkMAE], AT BEBAXET M, FRKERE
FREFHR R B A RAA R RE SN B ELHTRE,

Note: this manual instructions maintenance operation is only for
those who are trained and qualified operation in terms of technical
personnel.

Every time, when replacement product and clean up to the mold
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production inspection equipment, it 1s very necessary.

, please note that any resin and lubricating material removal
destruction must be carried out 1in accordance with the local
environmental protection regulations.

In the process of production, and temperature of the circulation
to the operation of the equipment operation and equipment vibration
can cause some connection of loose screws, connectors, in order to
avoid damage to the parts, when shut down and rest every time, should
by equipment maintenance personnel to various screws and joint
inspection equipment.
2.5.7.2. A HM.it % shutdown process

5 BTEMEEN. &7, BE T EHLANE TR AN TE T RIE
T HAT R AL

c B EEEEFAEE OFF” i, (BEEEMED .

s BB EREEL AR,

Warning: all the cleaning, maintenance and repair work must be
finished in the following the shutdown process of closing machine.

, the master power switch to "OFF" position. (the main power supply
cut off).

Check whether the whole circuit has been without electricity.
2.5.7.3. ¥r#f17 # Remove and clean up

0 37 . Fu v & T 1E
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HEMNAEEING ., BE, kG EF W ERSTE “H
7 R, TEFHNERFFE, H B URAFGR SRR

THEXAEERESM TR GRLT], RF) . BElF (HH. WEH &),
BERMAA A, URRTREEHF ERNTHAKE.

s TR AR E, SRR TR I R4, Lt BARL 5 B
bEr, HHELIEEMAEL A FRBIEE &L 20C 2, Z %1k T
R, MBRMITMAR EvaBe, FATHMR, ERIMATHEBRSH,
WIF ETEAR R EE2, Uk EmEZe, ZEHRERELERK
MM E TEX ), FREEE TR, FBERE PR TE A
R, FREANKRNEEE TS, TG EEBEREARTE, V12
R Rk 2 Ao

- BALHNEWEE, EAREURTHBNRANE R, #@FEA e H
WU, TLUEERML, AL U RE T HIE 2404 UL Loy @B 47
B, §)FELER, FEREHRERRAKNEFET S,

PATEMETKRZ /G, RAU#TERRE, EXRZAERELER
HIEE, AR EMARR, K ENRGLEEET FHE,

- EWEREXAREZG, RFFERER—FEFNER, wHARE
Fhe, URIESHF EHEE TR F UK LEHF AR A E.

c KBHNERS KRR TRAFEREEXK, TG, EEALTAH
RARITR L EREL, YEAFUNAEREG, FrE2BREFEESE,
B R RAT R BB,

: BEAPEA —EEREZMERANERZT T LA, Hh, LU0
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BRIEHEE,

FMNEREEEFEAANALER T2, FE. FREEXRE, &
TRe IR B TR EE G (BB, B, ImihE. BIRF) NEH, AW
BRI, A5 at e 8 f A LA Am Ty R R A P B HA % AR 5% (8] AL

Remove the venue and preparation

Extrusion die should be in a special place, dismantling, cleaning,
repair and maintenance. The place to fully away from "rough” production
area. Work site shall be kept clean and pad in corrugated cardboard
or rubber sheet.

, work area should be equipped with a variety of tools (screwdriver,
wrench), soft soft (brass, aluminum) of smears, cleaning and polishing
materials, and as far as possible by extrusion mould preheating device.

Extrusion mould should strike removed, must work quickly to avoid
premature cooling. When the extrusion die is also on the squeeze
molding machine, die temperature heating to about 20 °C higher than
the temperature at which the production, after the stop, the heating
power off quickly loosen the screw on the side panel, remove the plate
on both sides. In the mold is still in the high temperature state,
loosen the screw securing the die body up and down, and the host of
the screw connection. After the crane to lift the upper die body in
the work zone, near the body, and quickly clean up and down mould

cleaning port must be used when the soft blade or copper brush, clean
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up the residual resin within the flow channel, can with the aid of
paraffin or related solvent cleaning, do not use the steel utensils.

, mold cooling after cleaning, mold flow and seal application soft
blade, thin flat stone and metallographic sandpaper, cleaning and
polishing, mould with soft blade and other surfaces should be above
240 # sandpaper clean up. Each assembly contact, the contact surface
are both to clean up the residual resin.

When the work is completed, can be assembled again. Mould finish,
before the assembly should be inspected must remove fine scratches and
serious injury should be sent back to the manufacturer to repair.

In extrusion die, before assembly, it is best to the port with a thin
layer of silicone grease, such as molybdenum stone or graphite fat,
to ensure that after extrusion die in the process of work and
disassembly are very convenient.

Assembly time, attention should be paid to the mounting dimensions
should conform to the requirements of the assembly, good location, in
the mold are in a state of cooling tighten the screw connection, after
the mold connected with extruder, and after heating to the operating
temperature, should tighten the screw connection again.

Note: be sure to check all the power cord before mould heating
connection is correct. In addition, still have to correct the

thermocouple.
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We suggest that the mould in the use of six months or so should be
completely removed, clean up, and check the related equipment, all the
possible fault components (screws, bolts, heating rods, wire, etc.)
should be replaced, but the specific maintenance, maintenance interval
should be depending on the processing of raw materials production cycle
and other related problems.

2.5.7. 4B % W8] B & iF &% I Debug the common problems and the
matters needing attention

BREEAFIETRAZHANFARF LA HE, PHE8HE,
EERRTEH BN ®, FIRFETHITHELEHEFNEE, g Ewn
Eal, FAET, SFHANTFEEANSESE, X2 7ENEENE 6 FH.

AERZ LA A E B, #/LABBRHA. UWFERF RN E
PRI E 5 F,

s TR mim AR im TIF— R B, RIFELTW” @ e ER R
RaddmiviaE., EXEAMREERFLEEANERITEE, NF el
WA AR EEERANT R, ERTEENEEY, FRERNER®E
BRIRFREMEERL EWMEHRETHESRLAEEZAK, —KRE 1~2CE
EHe, SEXAE, RA TS H e ey e E 12 E A8 LR R
E, MkEHhEFEEZLHIMN. BEERNAREE, HHLNHEENE
HHHERER,

« —RHFFHE A, T ROETELNBOERES KRBT, FmEit
HEAFRFHAUGE, HEREHFHA AR A FRRATERL,
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- EETERN, NERSRXWATILE, BibETEERT.

- BEHHOE, FAERERMABIFED, ATRESNTA, Mg
5 89 18 E RATIEAE A AT 1. 00mm, 77 488 57 B A 0 3 24> 8242 1 i
i, ROBAEKIEIRAWET 3 AL Loy g

wR ERET ARG, AT EARER R, REFHFETHARFIE,
AR B RS AL B B EL B B SR T AR

T EFEALZIHER, HATaHIFH R HIARAR, K&
Ty R 2 AR R B AL A R B R AR R AT AT R, [EE AR B E £ kiR
HAFEERG T EHE, REATEFEEFFARE.
c Ao, BAMKE-—REFR, #E-—REBREF, TMUAESH~E£H
21 2 B B HALBAT 9 6 ] & 4, MR E

Extrusion die in the process of production is the most prone to the
problem of uneven, affect the quality of our products and they couldn't
even debug the qualified products. Cause uneven extrusion has a variety
of reasons, such as temperature control, raw material [ormula,
extruder extrusion pressure and so on, affected by various factors
synthetically.

Now these a few respects of general problems, make some explanation.
To facilitate the user reference in the trial production debugging.

, heating and heat preservation before starting the work must be well
done, according to the production of the characteristics of the plastic
products to set the appropriate heating temperature. District heating
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temperature and uniform extrusion pressure control or not, to squeeze
out the uniformity and stability of the product has a great influence,
in the process of adjusting the temperature, it is important to note
the feedback from the thermocouple temperature and glass thermometer
on the mould depending on the value should not differ too big, generally
in1 2 °C is normal, beyond this range, it is likely to be measured
by thermocouple temperature not mold actual temperature, should check
whether the thermocouple is put in place. Uniform and stable
temperature control, uniform extruder extrusion pressure control is
also very important.

, typically start out unevenly, rarely adjust mould adjustment bolt
to adjust, such as temperature and extrusion pressure adjustment even
later, there are still uneven fluctuations or extrusion to consider
to adjust mould.

Should be paid attention to when adjusting mold, district the
regulation of excessive, prevent the adjusting bolt killed.

Fine—tuning of the die lip and must also pay attention to the problem
of amplitude modulation, adjust the amplitude should not be too big,
choke rod and the adjustment of the die lip range we recommend should
not be greater than 1.00 mm. When another adjustment does not allow
the regulation of a single bolt, at least have to adjust three or more

in the area of the volatility of fine tuning bolt.
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If the above ad justment after the debugging, there is still a regular
fluctuations, or extrusion is not uniform, it is likely to be the
volatility of the extruder or distributor of the mandrel.

Whether new mould or old mould, is likely to be material leakage
problems. Material leakage, the most common reason is at the site of
the leak is expected to tighten bolts not tight, the old mold can also
be remove and clean up the damage of the sealing ring for many times,
il leakage is serious need shutdown maintenance.

The placement of, in addition, the mold must be smooth, and must be
fixed, or vibration of production will affect the service life of
extruder screw, also affect the quality of products.
2.5.7.5. Z4%% Safety warning

EEEEER, AEMACET, &N o ERET IR,

ZoHENTREL T A RFELME L, YBAEELE T AT
EAERRZ, B&E,. ELAFEMEL,

In before turning on the power supply and be sure to ground wire is
connected, otherwise allowed on any power supply.

Safety warning sign must always remain in their positions, when
connect the power cord is not allowed to open any of the cover, wire

cover, wire tube, and the power plug.
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2.6 KAL) ALk fo H 437 1R 3% The composition of pressing

machine and its maintenance and maintenance

RAE OIS0 BATF HATHEREHAEERAE O K, GHLEFNLE. T
FHREIHE, ) & . Rawmaterials in 150 screw @ physical foaming
in the mold and export expansion, after pressing machine, the plate

extrusion, preliminary formed

1. EFHWAHE K EM K: The appearance of pressing

machine and its components
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JEFMERERT K BIRBHM4. ALE. =R/, EFR. TR,
FERESE . TERE . ZFARAN. B, BRaEL. HHH
R #H . Smashing machine main body structure can be divided into:
mobile wheel parts, frame, main board, plate, the plate, the plate
moving parts, the plate moving parts, screw 1ift, motor, chain sprocket,
longitudinal in longitudinal components
2. T WEsh X TYEJEF : Smashing machine movement and
working principle

() BHRHYHHPBRFXAPEEE.

)T AR B 2 2 . WEENELHH A LA H A X HEN, BT

MR & AT R LR ATEZ S, ERRAEHNT O,

G) L FRHARZE: L PFREIEL BEFXTHASH & LA NN
LR ERE, HY SR LT ARIABREEHTMBEEN—4H, &
0. 75KW By e L sh ek b2 2, B AR SR LI L F RN AR,

TP AR 8] 34 B B SR 8] BE
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(1) the overall longitudinal into longitudinal with locking device.

2 tablets under the lifting movement: the tablet is to rely on the
upper frame of four screw uniform support, through adjusting the screw
respectively to implement flat 1ifting movement, to reach the center
of the right.

(3) on the tablet of 1ifting movement: the tablet is through
self-lubricating bearing joints with four screw hoist lifting screw
tight connection. Each of two screw elevator shaft coupling with
elastic dowel pin as a group, by 0. 75 KW motor drive chain wheel drive,
through the rotation of the motor to realize the tablet on the lifting
movement. Make up to par spacing between the upper and lower plate.
3. 4% ¥ : characteristics

EWRBgED R EA B R, kLI TR A B RE, SR
7 7] §£ ., In the movement of the upper two motor drive alone, to implement
the tablet on the deflection Angle, structure is stable and reliable
4. FEZFEW: Matters needing attention

() BALEFFEN., 8. BEEETEEGRRA, FDMA—REFE .

() FRITALA E At & 550 0y 2 BB AT LA R B B & Y BB AT B G A 50

Q) EHREHFWNMTRE, WRAMT &L HEENNCERLIK

1
X o

(1) motor and elevator, sprocket, chain must pay attention to the
repair and maintenance, half a month a lubricating oil.
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2 every time to check before starting the sprocket set screws as well
as the coupling screw loose.

(3) check the tightness of the chain, if too loose can adjust motor
position to achieve tensioning.
5. JEF AW %4 3 #1 1% 5 Smashing machine maintenance and

maintenance

EH¥EWEFIRY, BEXEFIHATERFAEYF, DURIEEFILaEHRET
T MF. w5k, BRIEEFAREFEMCEFE, B0 EFREETE
DEmEF B P RIGE & xE; HR, BRI 0E GBI
EHFRRE, e MR e e fE, XFEMGEE A, EfRHH
T, RiLEAMECHGENESNRE. KE, BEXRENATRAL
PRk, BRB 4P, R E 2 240l In daily production process,
to the pressing machine for maintenance and maintenance, to ensure that
the pressing machine can work well. First of all, to ensure that the
pressure plate surface smooth level off, avoid scratch plate surface
and in the later production process the surface of the scratch products;
Second, to ensure the smooth movement of vertical and horizontal moving
parts flexible, lest increase burden of the drive motor, with moving
parts, to every phase of lubrication, ensure that the rotation of the
[lexible bearings and other parts. Finally, be to every phase of the
drive motor maintenance and maintenance, the maintenance of specific

measures, with other similar motor
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2.7. —IR#F5|#l tractor

1. —REG| WS E K EAX S : The appearance of a tractor

figure and basic parameters

RARAT FL: T B AR
REEE: 9250
Z 5|4 % E . 1000mm
I E: 4

2 5| 8, H1h E 3KW
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FRE A IhE: 2X0. 9KW=1. 8KW

Tl R AT FFEM,

Rubber roller material: nitrile butadiene rubber

Rubber roller diameter: @®© 250

Traction roll width: 1000 mm

Rubber roller number: 4

Traction motor power 3 kw

Lifting motor power: 2 x = 0.9 KW to 1.8 KW

Lifting: screw lift

2. —REG|HE9H K: The composition of a tractor

—REFINEEHHM. AR, WHEEFIR. DRALAARN. HeFw
MLEyB#E N, HEFfEE, RESRFAZEES RS, A tractor is mainly
composed of anchor and frame, two groups of traction roll, four screw
1ift, two belt motor reducer, two elevator motors, and bevel gear
elevator drive system

3. —WREB| MW 4 5. The characteristics of a tractor

« REFIHKFA Y HRIRATBEEA, FERRXA 1 AR AHEEHBE,

- EHRE A WARBER, FREAXFLTAEN, LRELHELRE
I8

o« HLEE KR AEARE BT Ao

cEARALZZRREFLTX, EMNELZRTHrESZ2RE,

, the tractor adopts helical worm gear and worm gear motor, speed
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control using one frequency converter speed control alone.

, traction roller is composed of two groups of rubber roller, lifting
transmission adopts screw elevator, roll through the bevel gear drive.

Frame adopts channel steel welded together.

At the plate, emergency stop switch; Installed in the side cover,
such as safety device.

4., —REZ5|HESEE: a tractor transmission principle

D, F—EXKEET: TREFZRENEERY, LREZ-HAHE LR
El £, %A mmER, AERLERM B ERET,

@), FARKEET]: TREZBRENEERS, EREZ-HA#HE LR
El F 155

(1), the first set of double roller drawing: directly driven by speed
reducer, the roller on the roller by a set of bevel gear synchronous
transmission, rotating in opposite directions, so as to enable the
[irst drawing of the foam sheet.

(2], the second group of double roller drawing: directly driven by
speed reducer, the roller on the roller by a set of bevel gear

synchronous transmission.

5. 5| E A #EAE The safety of the tractor

FEHLE, FAREFIER, BRMFLEFIN, WERM, BHEIFIN, &

e E TES| L FEE T8N 1T —8.Boot, rising drawing roller, the
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sheets through the tractors, taut sheet, start the tractor, then
presses the traction roller. Pay attention to the roller should be
parallel and consistent

6. ZY|HRF A4 Tractor maintenance and maintenance

ZNEEFNEALIE S, SARHRAEF , EPRFHT &

1. AR 300—600 /NaF R, 5#w—R, EHRNEREZEF, H
TR 8 18 A A AT B HE A e . B L IE VR A N220.

2. BN LEA AL, BRFERTF NEEMNEERE, E2HEE K
MEE A R, FEREAE LS Re98EAE.

3. KEHEFEHA2ARRBERTE R, LAMEHEBEERNSRERTE,
HHEEE, FAREBHTAERY. KEEEN2ARKEEEZNL, FH
FAAR R #E . wiL EEA, LB ERE E &,

Tractors in normal use process, must be regularly maintenance and
maintenance. Maintenance methods:

1, in the first time to use 300-600 when I was a child, the oil should
be replaced once, replacement should be parking in reducer,
lubricating oil before discharge of the old oil cooling. Use of
lubricating oil for N220.

2, traction machine housings, from the nozzle to join grease 1is
needed every hall a year, until the grease from the seal and the
discharge valve discharge, and eliminate the redundant grease on
bearing seat.

98



[
TWELL xrsx2cnppmaismst bt

3, use for a long time can make rubber roller surface fouling, should
be regularly use non—oily lotion for roller clean. After short—term
parking, package protection should be carried out on the rubber roller.
Stop for a long time the opportunity to make the rubber surface aging,
need to prepare the corresponding protection measures. Such as

excessive aging, 1t 1s necessary to repair or replacement.

2.8. A H#ii%k¥.JC Cooling conveyor unit
LHEETERRZBRETFRARMAHZAR, 18, Cooling device is
primarily used to flatten the plank after cooling to finalize the
design, the leading
1. Sh B K AR %F A% : Contour map and general characteristics
(1) e 2 MAAIAELEK, 520 MERE K.
(2) HUAR K AL AR o 4R AL 3 BE T K
@) TREFGERA RN SRR BB RE—F.
@) FERXFAEee T E, XABARZEE NN T,
G) FLRAE: P63
©) AFER W HE TR, BETER A O E R 50mm,
(1) consist of two cooling roller frame, composed of 20 roller.
2 frame adopts steel bolt connection and into.
(3) on the roller to prevent plate wheel limit of a lateral movement
of the device.

(4) rollers were made with aluminum alloy, with the method of the
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bearing in a tube.
5] roller specification: ® 63
(6] cold roller belt anchor adjusting bolt, adjust the distance of
plus or minus 50 mm high.
2. Bty £ 55 #) % ¥ Cooling conveyor structure parameters
AR KE: 18m
AR : D63
AHBREM: THRNEMRE
AHIEEFEFE: 27700 mm
RHAFRKE: 22
The cooling roller frame length: 18 m
Cooling roll specifications: @ 63
Cooling roller surface material: stainless steel decoration pipe
Cooling roller spacing: around 700 mm
Number of cooling roller: 22

3. AHIFLER AP 4R 5 The maintenance and maintenance of

cooling bracket
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« TR WA AR B R EE R
- GEREEEREEEE, BRI,

Application, roller surface before using cotton package such as

measures to protect.

Often check the connection and fastening bolt, to prevent loosening.
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2.9, KA 5|\ VJHL The second traction slitting machine

p_q

Amyri @ 4E R KA RELI, FlEELEFN, —kETE, &%
A es 21T, ERAGRATERENGET S, REFRN BT

REFAELTETER TN ERILB|E| G & FE N ERK, Longitudinal
trimming by blade type slitting machine. Products after smashing
machine, a traction, usually will vary on both ends of the products,
products to achieve the required width of qualified products, then a
longitudinal trimming device and is used by adjusting the position of
the saw blade knife to meet the needs of cutting width of products

ZRER PYIHLE SN E B AR S 3 Second drawing contour

map and basic parameters of slitting machine:
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FRERAT L. T AR IR
A ERZ: ©250
#Z5|%Z: 1000mm
FRALEE: 2
G EALINE: 4KV
FriE AL E: 0. T5KW
FrEEH R AT FFEMN
A B E: 2X2. 2kW=4. 4kW
Rubber roller material: nitrile butadiene rubber
Rubber roller diameter: @ 250
Traction roll width: 1000 mm
Rubber roller number: 2
Traction motor power: 4 kw
Lifting motor power: 0.75 KW
Lifting: screw lift
Saw blade motor power: 2 x2. 2 kW = 4.4 kW
2. ZREF| HYHLAIA A : The composition of secondary traction
slitting machine
“RES|HHFEEHME., NE. —HET R, _RLFARIL. —&F
EALKREN, —EFEEN., RETRAREHRRE K.
Aystra—eeil, FHEHRE, REARRR, REFEK.
Secondary traction unit is mainly composed of anchor and frame, a set
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of traction roller, two screw elevator, abelt motor reducer, a lifting
motor, and bevel gear elevator drive system.

Longitudinal cutting parts by two motors, belt drive system,
cylinder lifting system, and saw blade

3. ZRE=G AW WAL )R E K4 X :The second traction
transmission principle and characteristics of slitting machine

« AEGIHLKA W R AT RIE EA, HEXA 1 REME LA,

- EF Ry —ARBAK, FEEHFKAZTAEN, LRBLELRF
I

REFFFAEGNEEABERANERLE, WEHEFN LA, THREZZ
HF A ERERNH R R REI, FRwEEaaf@Ed g it 78
f5 B9 48 B B 1 ML B B HE K

, the tractor adopts helical worm gear and worm gear motor, speed
control using one frequency converter speed control alone.

Traction roll, composed of a set of rubber roller, lifting
transmission adopts screw elevator, roll through the bevel gear drive.

Adjusted according to the width of the required products saw blade
transverse position, the rise and fall of the saw blade when cutting
movement is controlled by a manual valve of the two cylinders, the
rotation of the saw blade by motor through the pulley drive. After
cutting the sawdust by fan concession road emissions.

4. kR zEY P YA LA F Secondary traction slitting
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machine safety operation
TEALE, FARESIER, FRMFELETIN, ERM, BaE7
M, REETE5E#R. FE L T#HEFIT . Boot, rising drawing
roller, the sheets through the tractors, taut sheet, start the
tractor, then presses the traction roller. Pay attention to the

roller should be parallel and consistent.

2.10. JE1£Hl Embossing machine
AR EAE B E RE ) R R WAR B, X R E & REAR b HEAT B R T

(D) B B, BT EREFHEAK.

@), HIEHHA:

WELTELENERE, £56aREEREYE, BEMFE LTE
iR A | R mik EimE, L% & M+ E ZF i, Inorder to improve the
surface adhesion ability and beautiful degree, to break the skin
surface skinning plate embossing.

(1) : by the frame, and embossing roll, etc.

2, the operating instructions:

Adjust the spacing of embossing roll up and down, in conformity
with the product thickness requirements, current embossing roll

up and down enough set temperature, make products through the

middle.
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2.11. HEp]YJEIHL The transverse cutting machine

REAHF R ZLEM T FHAERZE, REEL2T K, U
HREERER, EETERERERZERN,

1. #EEEALIHE . The final product after all kinds of
working procedure of processing, finally through the length cut
off, toachieve the requirement, this is the function of transverse
cutting device.

1, the transverse cutting machine appearance [igure:

EACRZE B NS
(D) BIHLRF GRS, BN A e ey 7 K.
) Ymtsh 5E5| AP XARH YR ETREZED, AL RE L
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Z e A AL,

INEREBES EREENEEESNBELFRE,

B ERXAABEELR, AN DP63X160.,

@ JEKE BRI XER, KETUE @ES.

(5) 1% F @ PLC =],

3. LERE.

L @RI X, BRFAGHTEKE. FLHAH—-IEK,
TERRERAERFSESR, FRET, NEEAEHTR.

2. Y ER, mTEEAENER, F£FLEEH & THANIE,
ENETFRELARAEETNNETREFFEREHY.

B EE R, EABNNA T, ETHBELRFRIIMAE,

4. 5l E R, EKE&HERZAERATRELZBIERTE,

(E: UM TG ERERE: REAVSRBE L WAL
TR, HFEBEFN THAT! )

The overall characteristics of transverse cutting device:

(1) cut machine adopt cylinder pressure, motor drive the saw
blade cutting way.

2 longitudinal movement and traction synchronous movement of
the passive form along a guide rail, reset the reset by gear motor
through a chain.

Gear motor car lateral movement by the chain drive along a

straight line guide rail movement.
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(3) compression using cylinder pressure, the specification of
63 x 160 .

(4) cutting length is controlled by photoelectric switch, the
length can control freely.

5] cutting process is controlled by PLC.

3, how it works:

1. Through the photoelectric switch, cutting length of control
products. Whenever products surge a fixed length, the above two
pressure cylinder synchronous clamp, tool blade, car lateral
movemenl and cutting board.

2. Cross at the same time, due to the effect of pressure
cylinder, make shelf and products without relative motion. The
entire shelf along a straight line guide rail and the tractor
traction roller synchronous constant longitudinal move back.

3. After the cutting action, under the pull of the cylinder,
along a straight line guide rail longitudinal forward shelf.

4. At the same time, fixed—length products on the conveyor,
rapidly transferred to stacking platform.

(note: during work please do not contact pressure roller,
equipment maintenance and overhaul by professionals, and in the
case of power cuts are!)

2.12. HERF &3 & Stacking platform device
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stacking device stack after measuring cutting of the final product

5475 + 5875 o 5875 + 5875 ’
;23 -EP <t

6015

2400

1200

HE WK B MY

R RE A RRET R, BEFRRESF, AEH 2. 4mX 1. 20X0. 6m.

ERFEARZENEE, UAEESR KT FEXNG REH &
Stacking device figure shape

Stacking device from steel welded together, f[rom protection of
galvanized sheet, specification is 2.4 m * 1.2 m * 1.2 m.

To maintain the cleanness of stacking device, in order to avoid
because of the stolen goods or uneven surface scratch the final

products.

2.13. HEHBIRCEWHY L other ancillary facilities
1. REFENRG
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A S 1 &R A EN R T

S

() XASEREER, 63L/h, TR E A KW, XHZMER.

) XA TEEELEMEREE.

(3) R&% & £ 71 A 50MPas

@) EERKRAEHAEH M

6) B & 07 B .

HE: EAFEEY, —REFEREANENRENTH R, UFLEX
VL7 Bt IR R IR T R A IR AR

1, the foaming agent into the system

Used to inject foaming agent in the foaming material

Features:

(1) using high pressure plunger pump, 63 1/h, drive motor power is 4 kw, adopts
frequency control of motor speed.

2 adopted high—pressure pipeline and the accumulator.

(3) the system maximum pressure of 50 mpa.

(4) piston pump adopts the common seal.

5] equipped with shockproof bearing.

Note: in the process of production, it is important to note that the sealing
performance of foaming agent injection equipment, in order to prevent the
environmental pollution and environmental damage caused by leakage of the foaming
agent.
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=% JEI AP The third chapter scrap processing

Yk RS R B IR B C B R A B, LA T AR AR A R sAE B A
HAPARHEEREELZF, CARFPAERTHRENAES R, RT8F X
NEEEM I REFHRIYHITRENFTZELE,

Flat, £ AfMEGHIES, EFRARFAENEEZNE, HANE
FHRBET R ES, FHMEBEFEHRTZENAE, DRI ETE.

TH, sEFIEY, EATAREMTRNAEZLE, REBRDEHR
EE e

When could the production line to achieve the service life of it,
the machine can no longer continue to use, or maintenance,
the user may not arbitrarily discarded, it should consider the
perspective of protecting the environment and save energy,
delivered to the relevant environmental management
department or to properly handle in accordance with local

environmental regulations.

At the same time, in the process of use and maintenance,

should consider the importance of protecting the environment,
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the conversion from the machine down the trash, replace to

properly handle, such as waste oil, so as not to cause

environmental pollution.

Also, in the process of production, look from the Angle of

saving energy and materials, minimize waste.

out

wE RS

W

B PLESHE S AT 5HEBR Machine fault analysis and ruled

% troubleshooting

I, % Failure _
B B 4 #rCause analysis H B A EMethod
state
phenomenon
. 1. #FALEFAE, EREAEE
1. "5 K HREATALE, EAFSHE
TEWYIF, &8 S BEEE,
HZHNgEEE, BEZARMUE;
EAT — BB (8] 28 1T 4%
2. R HAH KA, Riletsts _
2. ¥ EEERNINEE—T, RE
57 %4 BE# . 1. The noise from the
s 1.
B2 7 48 A Increase | screw barrel, screw and barrel

noise

in operation from time to tome,
even whistlers;

2. The noise from the cooling
fan, the fan impeller and casing

friction:

alittle friction, running for

The new machine, when
the phone is switched on for
cylinder inside do not have

enough material, therewill be

a period of time will be
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2. There will be friction
blower, repair or

replacement;

= ALELAT B AL B U 2

K, B A BN
When host screw
motor current
increases,

or

current

1. R Te2;
2. MR THERTHA,
1. On all plastic material;

2. Material blanking uneven;

1. RELZIREE;
2. BEHSTHD;
1. Improve the process
temperature;
2. Check the hopper feed

opening;

TEEEE, EAFR
A #t #: FProcessing
temperature, screw

still cannot turn

1. TF E ZEAT RO FE A, 1
FLERAT, AT AEE

feed opening to the root of the

1. The

screw material hardening, lock

screw, the motor can't start;

1. REEARINEE, HFEFH
FEM; L.

temperature of the root of the

Raise the

screw, and start the main

motor;

E A B
Inaccurate pressure

display:

JE 7] 12 REB I

sensor is damaged;

Pressure

FHE 15 E; Replace the

pressure sensor;

EARTEEA, &
AP B, R E
AL B IR s
Pressure show
volatility, when in
closed loop
control, main motor
speed
oscillation;after
work, then switch to

"closed-loop

B AL T & #8425 Feed
opening extruder feeding is not

uniform

REHRAHGHIEE, FHR
EH,

R OTIRER ORA, R

HE5 e, BERE CHTER

KA

uniform of feed and rule out

Check the reason of not

the reason,
Switch to "open loop control"

status,
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control" state;

mim B, R KR E A
A~ E#; When
heating,
temperature rise
will not come up one

district;

1. ZRXm#EE, $3HHkHE;
2. I EfEREFN;

3. AR E IR
1. The heating ecircuit, overload
trip;

2. Temperature sensor damage;
3. The heating coil or one

district heating bar damage;

1. wRZ R4k m FRkE, &
R A Ao R R M B A Bk
NFEESREEA—BIIT R
&
2. EHImEFERE;
3. Fw B B
1. If it is overload relay
trip, will be setting up the
current; If it is a circuit
breaker tripped, then the need
to replace a high—capacity
circuit breaker;
2. Replace the temperature
Sensor;
3. The heating ring ring or

heating rods;

iR, FKEE T

7 R T [%; Heat,
the temperature
does not rise
instead of one

district fall;

BEERE: -RER;

Temperature sensor + — pick up

against

BEERES, WA H; The
temperature sensor +, — polar

reversal

E: kB AHR, WANTARKER, RAEARQERAR, #EH
a, ER—FRH|FG, HhAF B R, HOFw!
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W AR B AW BT BB A T &K, BBzt B 4 b e it
W . B, 58 F 5L ol g A B A A, R DIsEd A0k, B A X
#EH, TMEZRREFW#.

WA RER, EEAREAIABHKER . +086-0512-53377373

Note: such as fault has not ruled out, please contact in time
in the company, without the consent of the company, without
authorization, tear open outfit, caused a series of problems, is
responsible by the users themselves, please understanding!

Because the company continuously devotes to the upgrading of
products and development, so the instructions provided in the
diagram, description, parameters such as do not tally with the
actual product may have, the specific in kind prevail, pictures
for reference only, any inconvenience caused, please
understanding.

If you have questions, please contact our technical department.

+ 086-0512-5337 7373
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