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Introduction
This manual cwtains specifications, operating and service procedures,
and illustrated parts listings for the Dupps 3Mx)B Series Dewateting
Presses.

This manual includes information that pertains t(r all Dupps 3600B Series
Dewatering Presses. However, each individual pre:ss is uniquely config-
ured for its specific application. The CoMiguration Sheet in this section
of the manual lists specifications and part numbers for your press.

The service procedur;~ in this manual describe reguk maintenance,
troubleshooting, disassembly, and assembly of selected press compo-
nents. Appendix C includes information provided by the manufacnmzrs
of commercial components that a~ not covered in the service instruc-
tions. Contact your authorized Dupps service representative or the com-
ponent manufacturer before performing service procedures that are not
described in ims manual.

Carefully read the instructions and safety precautions given in this
manual. Do not service the press until you have mad this manual
thoroughly.

At the time of writing, this manual was completely up-to-date. However,
due 10 conrinuai design improvement, some descriptions and/or illustm-
tions in this manual could vary slightly from the machine delivered to
you. If you have questions regarding saiety, construction, or service of
this machine, please contact cur authorized distributor:

AndrMRuthner, Inc.
1010 Commercial Blvd. South
Arlington, TX 760017.
Telephone: (800) 433-5161 or (817) 46.5-5611
Fax: (8 17) 472-8589

- _-_- _,._ ---..~-_------.-.- __._
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CharHer 1
Description and General Specifications

This chapter of the manual contains three sections. Cection  1.1 provides
a brief description of the dewatering press and how it extracts liquid from
water-laden material. Section 1.2 contains specifications for the press and
most of its component parts, including utility requirerncnts. lifting
weights. capacities, etc. Section 1.3 provides installation requirements
and instructions.

1.1 Process Description
-

The Dupps Dewatering Press is designed to remove liquid from paper
waste sludge. The De~atering Press performs one operation in tkr
dewatet-ing process. producing a dry cake which is suitable for further
prccrssing in other equipment.

Pre-thickened sludge material enters the press through the feed hopper.
In the feed hopper. some of the water in the material drains out due to
the force of gravity. Flights on the rotating press snaft convey the material
toward the discharge box at the other end of the press. As the material
approaches the discharge end of The press, it is compressed between the
increasing root diameter of the press shaft and the screens surrounding
the shaft. The resulting high pt~ssure  forces more water out of the
m3tcrisl.

A pneumatically contml!ed. adjustable choke at the press discharge
allows the operator IO control tbe amount of pressure exerted on the cake.
The dried LX&X discharges through the choke opening into the discharge
box.

The liquid that is pressed out of the cake collects in the drain pan. which
is part of the press underframe.  The liquid is discharged thr,.@t a flanged
opening in the drain pan.

Figure 1.1.1 idcntifict\ the major puss componcnri

I_--~--.~-___-
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WARNING  - ILLUSTHATION: To cJear;y show certain details in the illustration, the
press may be shown wirh some cgvers.  guards, or other safety equipment removed or
in the open positbn. Be yore al avers and guards  are in piace bebre waling the
press.  Failure  lo blbw this instruction can result in stims personal injury

1 Rotary Sleam Joint 8 D%charge  Box
2 Thrust Bearing 9 Choke
3 Bearirq Drain 10 Pillow Bbck Bearing
4 FeedHopper 11 Drke Coupling
5 Primary Cages 12 Motor and Geatix
6 Intermediate Caye 13 Press Underframe
7 Discharge Cage 14 Lilting Shackles

igwe I.[-I
‘upps 36008 Series DewurerinR Press

OP.; 0
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1.2 Specifications

GeneralSppifications

See the Installation information sation of this chapter for overall
dimensions and rquimd clearances for rile Dttpps 36008 Series Dewa-
Wring Press. Full specifications fGr each press component s:e listed in
the Configuration Sheet in the Introductior? section of this manual.

Weights for Lifting

This section lists the weights for &he 36CX)B Series pmsses. ‘these weights
are approximate. They should be used as an aid for estimating the
required capacity of lifting equipment needed to move the press.

The weights of the individual components of the press are given under
the heading Component Specifications’. Some prccedures rquim
assembled components to be liftrd; for ex.unple: the shaft with bearings
mounted. In these cases, be sure to add I:> the weights of all the
components to find the total load to be lifted.

Press Weights
With gear box & oil:

Model 36248: 56,000 lb
Model 36208: 52.ooG  lb
Model 3616B: 49,000 lb

H’irk grar kox removed:
Mode! 3621B: 35.000 lb
hlcdcl36,2OB:  3 1 .CNM lb
MC iel 3616Ft3: 28,000 lb

-
Component Specifications

Press Shaft
Wright, lb Feed end / Drive en.! ! Totali:

!4odcl 36248: 4WO / 53(X)
~l~iwlrl WiiR: 3700 : WOO
~~oddrl 36168: 7)iW / JOW

Torque capacity.  input (maxi):
Singlr Flighted: 1.3 milliurii
Double Flighted: I .R million in,lb

_ .-~~ __-.--... __.. -~-- --. ---- -
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Feed Hopper & Cages
Weight, total (2 halves)

ked Hopper: 1750 lb
Cage: 1750 lb

Cage-to-Flight Radial C~~~IWCC
‘116 min
‘h max

Choke
Weights

Face ring: 120 lb
Backing ring: 220 lb
Air cylinder (each): 200 lb

Gearbox
Type: Falk 2177YNJ

Weight
Dry: 16,500 lb
U./oil: 18,OClO lb
W/ oil, motor & drive: 2 1,000  lb

Lubricant
Capacity: 225 US gal (1700 lb)
Type: Mobilgear 632 oil

GeL Coupling
Type: Zum special FA-209
Weight: 1500 lb
iiub Gap cinch): 2.10 / 1 .Y8

IClisslignmcnt. max at setup
Angular: ,058 inch
Padlel: ,035 inch

Lubricant
Capacity: ! 2.5 L’S pt
Type: Mobilux EP 0 -greax

1 . 2 - 2  -
.I-- - - --,.. -. __-
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Pillow Block Bearing
Weights

Complete Assy: 660 lb
Bearing: 125 lb
Adapter w/Nut 35 lb
Housing: 500 lb

lntcmal chance (inch): .ocN I .OM
End Roat AlIowance,  4 (min): 1 t/4 inch
Lute type Mobilith SHC 1500 grcasc

Thrust Bearing
Weights

Beating housing: 290 lb
Bearing plate: 100 lb
Ra&l &wing: 27 lb,
TII:U:,I aeu;ng: 30 ILJ

I .ubc type: Mobilith SHC 1500

Rotary Steam Joint
7,;‘:: Johnson 275OLl -NAR
Wcighr: 1OU lb

Utility Requirements

Electricel  (w/SO hp motor)
Vok: 4Kl
Amps: 62
Hertz: Ml

Compressed Air
Stan-up. 10 scfm 31 IlHi ;‘ ~c
Operating: 5 scfm a[ 100 ~51;
Inlct/Ourlcl  size:

Seam (Optional)
SO0 Ib/hr crnin) at 100 psig (maxi
Inlet size: 3 hYIF
Cnndcnsarc  dram: 1 I~,: Y;PIT:

___-__-zcI___
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1.3 Installation Information - 36008 Setiies

Bcforc the initial stan-up of the dcwatcring press. arl authorized Dupps
field service tcchni~<an must bc called in to oversee the mechanical
installation and alignment pmcedurcs. The ticid service technician will
ensure that tic installation is pcrfonncd according to the prc-sfan check-
lisr. and that the checklist is prop&y filled out to kbcp the warranty in
cffcct.

- - -
Utility Requirements

Utilities rquircmcnts arc listed in the Specifications section of this
chapta.

Steam Connection
-

The piping required for the steam inlet and condensate drain j< shown
schematically in Fgurc 1.3-l. The figure also lists Ihc marcrial, rcquircd
for proper connection 10 ihc facility supply and drain.

CAUTION: The rotary s~cam joinr must have steam flowing through it during
If the press is tc be oper- operation. Incoming steam lubricates the steam joint’s inrcmrl carbon
ated without stea9 applied seals. Opcrdting Ihe roraq SKIIT joint withor; steam wili ruin the seals
10 tha shaft, remove the ro- and rcndcr the rotary joint inopcra&. Therefore. if the pmss is to bc
iary steam joint before put- upcrated without steam applied to the shzfi. remake the rotary steam joinr
ling tka press into service. bzforc puxing the press into service. See CAUTION. Rcmovzl of rhe

sream joint is expltincd in rhe Component Disassembly  and Assem- r

r Connection
-

The mximum allousble weight ihal can bc s\Ipportcd by the press ferd
hopper is SliYl pounds. Ihc device used IO feed rhe press must be
drsigncd and suppcx~ed SO rhar. uhen it is full oi mxc:i;il. rhe wcighr on
the feed huppcr does not exceed this linm The foundtnivn Itxldmg i\
~n~~eltsrd by an ;mi,>unl equsl (0 3iiV lo;lJ 2tidcJ b) the iecd deviic

-_.-_--. -__ -. _- -.
TorqlJe Limits- -
Ihe msxlmum ;rllowable  mp~l rorquc IO me pre!\ ,hafr !gearhor OU~JI
W+ICJ IS hued ip die Speclflcations ~ecnon  oiIhI> L.haprer. 1‘~ tig~,rc\
are \hivun oris !‘or ~::$Ic !l:gh!lng 2nd IXX ii~rdddr t?sghting Ific {vi’,>
,,!f\  lx 1>1“‘:.:“.1 i’iil:;;i*~-l:<d) 111 IiiC inpr ,irqi,c 1!1&i~l<Ll ICII Ihe >hd!(
irwirg~r.ici<-tn ii:\i;riid I,; :hr prr\\.

I___---...---~.-~
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.~ VENT
I LOCAL SiEM AT I00 PSI MX

Y’ .uClr
DRAIN OR SCUPPER

STEM  JO!NT

I

‘0 CONDENSATE
RETURL(

GAXE d ALL GAWt P! Ptt,G Sv+Dcou~O
BE ?OUh’EC  A3CJVL CENTER: ,tiE Oi
‘IC’ARY STEAt? JGlh’ IO gROVl3;
FOR CCh:EtdSA:i DRAINAGE

3’BYssElraidedkee~
Gage 0200 PSKj
Pi@ail l&l ‘4’ Std Tubirq
?i’ BaH Vabe
1 I,+’ OAL SS Braided Hose wMPT Ngqkt
1’4. ‘y’ Strainer

7 1’ t3al Vake (strainer  btowout)
0 114’ #215 Armsmq Steam Trap (iw b&t)
9 ‘4‘ Erwd #as.225  Thwuslat1E AIM Vetn
10 14’ hhnson UVBB-51 -BR-TSE Vacuum Breaker
11 t’/,‘Kunkte 86010FF PreurneFkhWatve

igwc I .3- I wcl

Rout-y S~nnr Joinr Piping

-- -
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CAUTION: The standard shaft configuration of the Dupps Dewrtering Press bas a
Da n4 operate the press at single lead flight from inlet to choke. Applications requiring input torque
input torques above those higher than that shown for single-flightcd shaft require double flighting 0
specified. Failure to follow on the last two flight pitches a1 the choke end of the shaft. Addition21
this instruction will result in ftighting  is normally added as a field modification. if it is rquired.
damage to the press. Operating titc press above the spcciiicd shaft torque limits could result

in damage to the press. The control system should be designed and
operated 10 protxr the press from clcctrical or mechanica! overload. See
CAUTION.

CAUTION:
Remove the gear box be-
fore lifting the press with an
overhead devkz Attach
the lifting device at the four
points provided. Use a
spreader beam to obtain a
vertical lift al all four Ml
points. Failure to follow this
instruction can result in
damage to the press. -

Working Clearances-
Figure 1.3-2 shows minimum working t!t2mces required to pcrfonn
maintenance on the press.

- -
Lifting the Press -

The press can be lifted by means of an overhead device attached 10 the
lifting shackles at the four lift points provided in the undcrtiarrr.  lhc lift
points are idcMied in Figure l.l- 1. Remove the gear box before lifting
Ihe press in this manner. If the gear box is mounted on the underframe
when the press is liflcd. the cmtilc\cred weight of the gearbox could
damage the undcrfrarne. See CAUTION. The weights of thr Dupps
3600B Series dcwatering presses i~~c in listed in the Specifications
section of this chapter.

USC a spreader beam to obtain ,crtical lifting at all four Ml points. hlakc
sure the chains or cables used for lifting do not contact the cage coven.
This condition could result in damage to the covers or their suppotung
framework.

Removal o? Shlpping Braces- -
141~ shipping braces protect the cages and cage adjustment asxmhlies
from damage during shipment. The brdccs arc welded to the underI, ilmc
at the IKations of the innermost cage adjustment aszcmblics  and bollrd
to the cat;o ,II rhr @I flange.  The uords. “REMOVE BRACE SHlP-
PING ONLY’. arc stcnrllcd c,,n each hracc.

After mo~mg the press to tts Iinal ptr4on:

I, Rcmrwc the k,h\ securing the braces IO the csgc llxl~c

2 (‘ut the weld\ thJi secure the hr.~rs to the undrrfralltc

3 ,.CI.l\,..  “.,“L:L-.i.‘L . .._“cm... #. . . ..A ,’ ,.. r I It,, !wIi+.S,

-I ‘pp!)I L!!l!!--.c!;*r w!llpw!t! *it 0,~ fl:rngr ~~IIs and rc~install  the
fi;mrr txllts I/:IOL~~!I :hr i-2~~ : :~:rigc\~  As~mhic rhc Ill u;rxhrr\ and
nuts to the MI\.

~.-.-- .~-- ..~~
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hubs of the drive coilpi:“g

this chapter. Failure to toi-

press,

5. Tighten the bolts IO tic roque values specified in I& specifications
section of this chapter.

6. Jam nu:s arc pmvidcd, but not assembled when the shipping braces
arc installed. They arc usually wired to the cage near tic shipping
braces. lr.::all and tighten the jam nuts

Securing Press Undertrame to FounGetlons

Btfore sccwing the prtn undqfmmt to its founddons, install the
coupling halves and gearbox in Ik or&r lisled below. This is the
proccdurc usrd to establish coupliq alignmcnf at the factory. lf this
pr0ccdu.z is not followed, proper alignmmf  of the gearbox and COU-
pling may not be p~ssibic.

1.

2.

3.

1,

Insrail Ihc IWO halves of the coupling on the press shaft and the
gearbox outpur shafr.

Set th: ~c&ox in positinn on rhc press undcrframc

Sccurc the press undctiamc IO the foundation.

P.lisn the rouphn~ using rhc hub gap xrtings and ahgnmcnr !olcr~
anccs @cn in rhc Spec~iications sectiar, of rhls chaprcr. ?cfcr IO
the manufacrurcrs’ ~cAox and coupling msrailatton  msmxtions in
Appcnd~x  CT for ahqm1rr.i proccdurcs.

.~_-- -~

Gearbox Lubrication

The ccar tx~r features 011 dam\ IU hclld Iuhrrcant In Ihr Cannes  when thr
>hatts arc nc’! turning. Since Ihc gcxirhox  hits ken ldlc for an cxk-ndcd
period dritizg shipmcnr [hew 011 dams could hc mrp~y Slamng the unu
unh k hcanngs ulll rrsul~ in cari!~ bearing f:ailurc Therefore. prior IO
arting,  rhc unit for rhc firs IIIT-~C. rrrnobc Ihr m:.pc&~~n  cover and fi~t4
rhc 011 rmughs a~+ rhc ~npur \haf! hxrq~ urth 011.  In~rall ihc tns~~~~,ct
@?IC

Cheek !hc ic\cl 1~1 the luhr~~~llr  rn r!w ge.uhot~  If II IS IOU, ;icid 011 IO rhe
hel marrCcd cln rht d~pwik

<cr ~1 rhc Mainte.Wice and Lub-ica!lon ch;lprc:  CI~ !h,!. rndnual  i~jr
:rrim~:~cnJcd luhncanrs See ‘lhc niJntifxttirtr’~ Ilxr2tiirr in Appcn&x
C ftx t,,nhrr Informsucln (10 pc;tr t*)\ !mlntcn;Ln;c~

Drive Coupling Lubrication- _-.._.... -- --____~
7:s ,!rl\C LY%piln~ i\ \t:ipj’c’! in :uit ;iKYc*, 'hc halt I?. rr:~r:~bcr!  IO ~t!r
nrc.. ,I> *!~/ ;A,,.1 ttir *,:iir!  ~t.,I,‘-~.. ..__.. _ _  ..~. ~. f i\ z~r:.i<.k.cii I,> the cu!i>ct ,hd ot rhc gcx
hix :\‘:cr t-\:.~iii!:g  rt:r cr.tr !\II ~I~~J~u~!EX  I!W ;<+up!ln?: hk\cr. ilil rhr
LG.“pilr!g H!!:: i,?r:..m ~rrf,>:c pU’:‘!,g Iii; prr\c i”:Lt bcri:rc i’ur t-iii:
lime iii\r8..dl:3*n  ,i! Ix\:.i!i.l:,,5;:. I<Gli’U :f,c ,,:\P.Jiorli:\  !8’f d!n\C L~<wplir;c

1.3-S



lubtication at six month intervals. Ylbzse instructions M found iit the
Maintenance and Lubrication chapta of this manual.

-.-
Cage and Shatt Alignment

A small clearance hcrwccn I’
Check and adjust cleor-

press shaft flighting and the inside surface

ante between the cages
of the cage screens is critical to proper functioning of the press. Although
the cages were aligned with the shaft at the factory. they often become

and the shaR flighting. This misaligned during shipping, handling, and inst4ation. Thenzforc. the
work must b6 performed cages must lx aligned afer rhe press is instrailed on itj permwu
with a Dupps authorized found&on nncl wore smrr-up. The initial cage phgnment procedure  is
field se&o technician pre-
sent. Failure 10 fOliOW  this

rkscribcd in the service instructions chapter of this marzual. To keep
the warrant): in cffcct, be sxe to have a factory authorized scrvicc
tcchnic:an present to supcfiisc the work.

Cleaning Precautions _
-

-
If an abrasive cleaning proccdum, such as sandblasting. is to be pr-
formed on or around this equipment. take steps to protect the cquipmcnt
from the abrasive cleaning agents. Thcsc abrasive ma~crials remain
suspended in the air for long periods after cleaning. N’hv thra materials
scttlc out of the air, they can gc! into bcanngs. xais. and other ctitxal
machmr componrnts. causing senotis damages If planning xch a prox
dure. contact the facto? for specific n’commcndanons.

1.3-6



Chapter 2

Maintenance and Lubrication

This chapm provides spcciftc rccommcndations for paiodic maintc-
nance. It also gives detailed information abut -lIded lubricants.
lubrication schcdulcs, and proccdurrs.

2.1 Routim3 Cleaning and inspection

WARNING:
Turn off the Dewafering
Press main circuif  breaker
and luck if before petform-
ing maintenance. Failure to
follow this insfnxfion can
resull in serious personal
injury.

Bcforc performing sctvicc on the press, turn o:f the Dcwatcring Press
main circuit brcakcr and lock it to ptevcnt -he press from being started
during service operations. See WARNING.

Cleaning

Clean the press using the following proccdurc prior tn inspection or
service:

I. Clean the press with water spray.

2. Remove all dirt and debris from the press.

3. Spray the drain pan clean, remove any o~xructions 111 the drain pan
and facility drain.

- -
Inspection Schedule

Figure 2.1.1 lists inspection rcquiremcnts.

-- - -____.~- -~,-~~- -,,.---- --~.-. _ - --. .--..-. ,-~~.~~~ ~~--
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COMPONENT INTERVAL PROCEDURE

AirFLR Unit
(FikW

mm4

Airand
SteamLii

~z+-

DrainPanti
Fadlity Draii

hvel3elts

Cm Jackirq
screws

$y&--;w

cordemate Weekly
Return Line

Caga
Clearaxe

Rest Shah 1 fO3MonO-6

CMdIemlinhrtm lUSOMJir;sddM(specifiedintim
seclti) lo maintain  Wicaled level. @en drain valve lo bbw water
from liher/separator ati dr@ leg.

Insqed al messed air and steam wpph/  Znes and oonnectbns
br leaks.

Check br leaks  around lhe thrush bearing. pilbw bbck. drive
capling. and gear box. Tighten fanorv9s at leaking joins. II a leak
fzerskts. inslall  a new seal.

Daily

Daily

Daily

Daily

Weekly

W-b

MOtllllly

lnspecr br bbckge. Remove obstrualons.

Remove cover on belt housing. Chedc be4 o2rdikm and tensicf~.
Re@ace worn  or damaged belts Fie-lmtal  housing oxer

II screws  are kose. adjusC screen lo nm cleararm and IlpMen
jacking 5crews  Aebr to Sew& Insrru.%ons”chapter  lor details

CM lhrusl  bearing seal drain br iz4M~ The drain directs any
tiqubd or grease leaking pas: the shall seals bar% lo lhe drain pan
CM the drain ti grease or other obstructions  Rerrx~
obslNctlons lo allow bee drainage

Check the strainer  in Ihe condemale return  Iww lor debris Ihal has
been llushd out 01 the system CML hrpmnrly atler tnnial start-up
Mosl 01 this debns wil! eventualty  be Ilushed  cut. requirirq less
lreguent tnspectcrns,

: lo3Monms Check the %$n.to-screen  ckarance Adjust.  II necessary Refer lo
‘Service  I~s~NcI~* chapter br defalls The lime inlerval beWe%
subseq~~enl  clearance rrmasuremenls  can be more than 3 mwlths  11
the wear rale ts low

Ch& Ihe wal lhwzkness  mlh an ulirazz~c lh&ness tester Record
measuremerns on Ihe Sc~ndq Sheer br th6 press The Mm
mlewai teiween subsequent 3m-x%igs~ can t-s estakhed  a%
wear chartierrsttcs are known T?=s mntm~m  shaH wal lhtchess  6
listed on I’%? C~~ltgural~  .%eel lw ths ~ICSS See -&?rwce
InsruatM-1s‘ chapter  01 ths manual  br more mlrmnat~

Turt 2,!-1
uptcrion  Schedult

0



2.2 Lubrication

The various major components on the dcwatuing press that rrguirc
regularly schcdc!d lubrication arc shown and idcntificd in Figure 2.2- 1,

1, mw Bearkng
2 .  FUawBlockEieanng

Eigurc 22-1
Lubricarion (Componcnr Locarinw)

3. Drive Ccuplinq
4. Gear  Box

Recommended Lubricentr

Figure 2.2-2 !ists ncomrncndcd lubrknrs IO use for each prcrs comp~
nent. Dupps’ experience with Mobil products has hccn good, and most
of the lubricants named hcrc are products of Ihe Mobil Oil Corpontion.
The use of equivalent lubricants is aeecpiablc. However. with the large
number of lubricanr manufaciurcrs and conunuing prcduc~ dcvclopmcnr.
the Dupps Company cannot cvaluarc and ccniiy specifir bnnds of
lubricanrs. The lubric~~r supy,licr  should cenify equivalency to rhe
reference products listed in Ihis manual.

Mobil lubricanis  with prefix SHC (ckampie: SIiC 1500; have a synthetic
hydrocarbon base. Norc lhat rvnrheuc !ubricanrs from differcn! manu-
fscturcrs could have dlffcrcnt  cncrr-~cal m&cup. making them incomp;li.
iblc with each other. Do not mix synthetic  based h!bricants  fromdiifercni
mar.ufaciurcrs in !he same unit or contponenl.

Lubrication Schedule^-
The C!WI in Figure 2 2.3 gi\csrhe Iknczrion s&cduic forrhc prcsc. The
than ril,odc~ribcsihc procedure fur luhn:~~~ csih of rhc sornpi~enr\,

COMPOHENT
Thrust Beanq
Prtioad Rranfu~
Gear CGuplq
Gear @OX
Prlb-a Rlcb RKJ
$,$ Fi 0 .anc. .

d ”

” .

LUBRICANT !SPEClFlCATlON
hk&t!nh~ WC 1 r5&3 grease. cd qnalen!
M%nh SK I 500 areas@. or equivaleM
hl&!i,;~~ EP C grease  or rqihrllr~ll

t,bb,i~~ar” 672 or 0, eqd%3:enl

hkbdiih  StiC 1536 preasc or equivaienl
t$obr~ DTF_ 26 ad 0, ~d:.~J!e’ll
Mobile  M~JaAh r.!mQ?ar 3x! L4&iUI are ir3&mati 01 me Mjbl c-hi co

t :,rrc* 2.2 2
lidbrri m .~;wi-i,~~~nrwn~

-._ -_x_ . . ..-_. ._~~
-3 2.2-i



tNTERVAL PROCEDURE

4ifFLRlJIIil
,=ikr
LLlbdcalor
Fltl@Jk3lator)

fl-uust Beat-kg

Saarccupk’Q

sear Box

Thwst BeaMg

Pitbw Bio&
E=rino

Gear Ccup4ing

Gear Box

Daily

‘4 week

:weak

1WWk

6 Ma-tlhs

6 Months

6 Months

6 Months

Gear Box lnprl 5 6 Months
output Seats

Checkdlevelinluber-; add d fsee Fmre 2.2-i;  to maintai
Micaled level

Use the pmc&re  given in Fqure 2.2-4

,I

IIIe’
ChedcihecarplrnOlocgreaseieakaOeanxlrxlthehubsandatmefl~.
sipiliint leakage  is noticed.  iubdcate the cwpling by fo!low~ny  lh
instNctions  bebw & six-month tiefval.

dChech oil ‘mel when drive is at& and al ambient temperalure. Ad
speritied lutinl to level mded on diibh.

Diss#e.  dean, and repack bearings wilh hesh grease

Remove the PQe FJug in the bearing cap. Wnh fhe shall ro&fing. add specitied
hbicanl  lhmtph Ihe grease tilting in the base 01 the bear- housing unld 7
02 (appQX  1 cup) o! Q’aaSe  is erpekl lrom !he hole in Ihe cap Betor .e
re-instaling the cap plug. allow the shatl to operate kr 1 C !o 30 nlinvles at TVIll
operating terrperature.  This albws the grease to expand. bn5ng the exe! 3
OIJI the plus hole, relieving inlemal pressure. Install  tt& Ppe pbg in the cq1.

Remove the coupling guard lo gain access lo lhe coupling WM the shad a
Cd/ operasng fenperafure,  remove the p@s lmm the sleeves d the gei
coupkg.  lnslal a grease ffttiop into one 01 Ihe hotus and pump ti ~rfX?Se F
until new grease begins lo Row out one cl the holes Then,  plug the hole an
mettrue tilting Continue 1% pnxxkre unk al the h&es are plug@ Tk
d&?laced volume  of grease wI( be approxlmalely  equal to the cap&-; Of It
cot~plq  (see Ihe ~ilicalkx& section oi Chapter 1) Remove  the great
linq and re.tnstal  the ptug lnstal the coupling guard.

al
II
iii
d
be
k?
be

Drain and relill to level marked M dpslrk with specified lubkanl. The (
capac~ 01 the o@ar box regu~r@:  IS I~slti In Ihe ~ecifkaliocs~  se&on
cha$m 1

Purge mnlamnaled grease lmm sea& as lolbws. Sk+ pciq~ NLGI 1
grease ww a hand grease gun ufx~l lresh grease tiows out abq the sha
Wpe otl purged grease,  CAUTION Rapid  greasing w8h a puwec grease Q.
can lone grease  inward pan Ihe seals  and plug Ihe drain syslem c~sir
seal lo leak

,glue 2.2-3
&~ur10n Schedule and Procedures

0

l
__~_--_.-  .-__.-_- _ _ _  ____.__  ..___  _~__.~~..  .._-.~--=_~---~~~~_~~~~~
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To iuixicate the thrust baanng assembly, make
wre the shaft is at full operating temperature.
Then -with the shaft rotating: -

I. Remove pipe plugs at points A and 8.

2. Slowly pump grease through fitting at point C
using a hand grease gun.

3. When grease comes out of one of the plug
holes A or 8. re-install  the pipe plug in the
hole.

4. Continue pumping grease into fitting C until 7
02. (apprax. 1 cup) of grease is expelled from
the remaining (unplugged) plug hole.

5. Before re-instalkng  the pip8 plug in the hole,
allow the shaft to run for 10 to 30 minutes at
noOnal  operating temperature. This allows the
grease to expand, torang the excess out the
plug hole, relieving internal pressure.

6. Rtin water into the seal cavity Dto make sure
the seal cavity and drain are not clogged mth
grease. Water should drain freely through
hole E into Iha drain pan

1 D

I -

F

--TT-

b

/

-II.
1I

I

/

-.. r--

" t

~~igwc 2.24
‘hmsr Be&-ing lubricarr0,n

. _.-. l_--- -. --~--
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Chapter 3

,

Troubleshooting

3.1 Troubleshooting Procedures

Figure 3.1-1 lists problems that can occur while the press  is operating. If
a problem occurs during start-up check power, compressed air, and steam
SUppkS t0 the PXCSS. ch and inspect the press  (rrfa to the MaintC-
nancc and Lubrication chapter)  bcfon attempting to isolate the cause of
a malfunction.

Probcblc causes  arc listed for each problem In most cases the rcmaly is
obvious from the statement of the caxc.

PROBLEM

evdlrlfeedhopQerisrls-
rg (Press beirg oveded).

iquid mt draining through
age screens.

ow cake oulcut.

:hohe retrading frequently.

Me too dry.

CAtJSE I REMEDY

Feed rate too high. Reduce feed rate.

Press speed too low.
Choke preskure  too high. _
Ctcgged drain screens.
Flighting-to-screen clearance tco
great.
Drive belt slipping.

Cages out of atiinment.

Worn press shalt ftiihting.

Feed rate too tow.
Choke pressure too high.

Press speed too low.
D&e motor overkxded.

CM pressure  loo high.
plug length too long.
Press speed too low.
Drive motor overloaded.

Increase press epeod.
Reduce choke preswre.
Clean screens.
Adust fiightiito-screen zlearance.

Tiihten loose belt: if belts are worn. instatl
new belts.
Adjjsf cage screen-to-ttiihting clearance.
See the Service Instructions” chapier.
Rebuild shatt  ttighting.  See the %enke
Instructions’chapter.
Increase feed  rate.
Reduce cl-de pressure.

Increase press speed.
Reduce choke pressure awYor inuease
PrtKsspeed.
Reduce choke pressure.
Reduce plug length.’
Increase press speed.
Reduce ctwke pressure an&or Increase
p=se!Ec!L - -

ccrladfad r
Igurc3.1-1
~o&leshooting  Charr . . . man m
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PROSLEM
hketooti.

wemdustopelMder
ood.(HmYbe-Cy
OtllWldyCfSMCUtttWJ
wessbebrethe~~*il
witarc.)
iLhargecakeo)<but
zflckernoveatoosbwlyu
-y.
Jrusual noise or vibration.

fwEssweclkJohph.
CaQt?SOUtOfali

cbkePmmnetoohighsnmr
dJ-~-fQUnderM

PmSspeedtOObW&k%d
chersd~i.
lnsuflicient  supply d carpresred
air.
-
Loose owers.  housirqs. or guards;
kmse sheaves or drive belts.
FOreign material in press

Gear box malhnxtion.

Worn thrust bearirg w pdbw bbck
bearing.
Shaft Sghtii  aMading  cage
screens. 1

w-
-psrrw.

-deerMoe.

f4eblMJullAighting.soethe~
--ohsper.
Look&fe&slrl cmpnssed8lffkS:
delective  ckh 0mtmf valve; insum ai
arppllr.
fnmaeepluglength.’
R@ace~chokeriw~;rspaiptwwnatic
cym*.

lnaeasepmss  speed.

Makesurechdapreswereg.datuissel  ,

Tylhten all loose tasteners.  Replace missing
fastenets.
Smaflammc4smbSltnaterialwi9pass
Wughthepress.Removelargenuterialb  ~
remvhgcage@)togainacass Fiand
elimime the scum of the matelia.
Repair gearbox.

Peplace  the wan bearing(s).

MjuS cap3 scfeerkto-ftlightiq ctearance
see selvii Instrudiotts.  dupter -J

‘Gmtedfsdayfeaesedstiv8be(oremakingp&g~a~tmaas.
kjyue 3. I -I (conrinued)

I

Troubleshooring  Chat-~



3.2 Operation - Start-up

WARNING:
Make sure all covers and
guards  a re  p rope r l y  in-
sta!led  befnre starting the
press. Stop the press be-
fore attempting to clear ob-
structions from the press.
Failure to follow this in-
struction can result in seri-
ous personal injury.

Beforc putting the press into operation. make sure the press is properly
lubricated and in good working order (See the Cleaning, inspection
anti Lubrication chapter.) and all covers and guards an properly in-
stalled. Make sure the press is clean and free of obstructions. Stop the
press bcforc  anempting to clear obstructions from the press. See WARN-
ING.

Use the following squencc for normal start-up and operation.

1 CAUTION: 1. Turn the choke off. See CAUTION

2. Stan the cake discharge handling equipment.

3. Turn on the srcam supply to the press, if so quipped.

4. Pull out the PRESS START/STOP button to start the press.

5. Adjust the press speed to normal operating speed. Ifa”normal” speed
has not been estrblishcd.  use 1 ‘pm as a starting point.

6. Set the PRESS SPEED selector IO VARI.

7. Start the press feed system to begin feeding material into the press
feed hopper.

8. When cake appears at the discharge end of the press. turn the choke
on. Adjust tie choke pressure lo 10 psi.

9. Check the cake being discharged. If rhc cake is thin or discharges in
spurts, increase the press feed rate until the incoming material covers
the shaft flighting  in rhc feed hopper.

10. Operating conditions will determine whether further adjustments to
rhe press  arc necessary. ‘0e desired output rafe and consistency of
discharge cake can be obtained by balancing the press speed. choke
pressure hnd feed rate as described below:

a. ‘The feed rate must bc sufficient to keep the press  shaft flightin;
in the feed hopper covered with incoming material without
overfeeding the hopper. A co .u level of material in the feci
hopper is best for proper  opration. The feed rate is directly
affected by the press speed.  For example, an increase in press
speed rcquircs  a corresponding increase in feed rate.

b. The press speed and choke pressure together detcnninc  ‘ric
J’..L .--_ --1.- 1.. ,.---rr,  ,4m‘r.consistency (dryncssj of ihc UWU~LI~:E  CM=. u ~uw-. UJ bGkc

rcsulrs from low press speed and high choke prcss~r?;  and WCL
cake rcsulrs  from high press speed  and low choke p~+.sur~.

--
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c. Press speed and choke pressure also de&mine  pms output
rate. Low press speed and high choke pressure mduce the rate of
output; high press speed and low choke pressure incnase  the
output rate. Under certain conditions, it may be necessary to
sacrifice discharge caJce dryness to obtain the desired output rate.

11. If the desired consistency or output cannot be achieved, shut the press
down (see ‘Shutdown Procedures” in this chapter) and refer to the
section in this chapter headed “Troubleshooting’ or contact your
Dupps service representative.

12. Plug Length. The section of the press shaft between the end of the
shaft flighting and the discharge box is referred to as the plug. The
length of the plug directly affects cake dryness. Generally, the longer
the plug is, the dryer the cake will be.

The plug length on each prus is adjusted by Starr-up pemnnel :o
give the best cake dryness for each application. If feed characteristics
change after start up, the plug length may need to be adjusted 10 give
the best pnss performance and cake dryness. For more information,
see “Shaft Repairs and Alterations” section in the “Service In-
structions” chapter of this manual.

3.2-2 -4



3.3 Shutdown Procedures

Thii section gives procedures for normal and emergency shutdown of
the press.

DANGER:
Relieve air and steam pres-
sure from l ines prior to
maintenance. Failure to fob
low this instruction can re-
sult in serious personal in-
jury or death.

Normal Shutdown

The normal shutdown procedure allows sufficient time to clear ail
material from the press.

1. Stop the feed system.

2. Turn off the steam supply to the press shaft.

NOTE: Turn off the steam immediately after stopping the feed system.
Steam applied to the shaft will cause the cake plug to harden at
the discharge opening. The hardened cake plug could prevent
the press from re-staning. ln this event, the cake plug musr be
removed manually prior to restarting the press.

3. Continue to operate the press with the choke on until all material has
been processed through the press.

4. Turn the choke off and allow sufficient time for the press todischarge
any residual material.

5. Stop the press and turn off the cake discharge handling system.

- -
Emergency Shutdown

Use the emergency shutdown procedure if operator safety is at risk; or if
the press is not operating correctly (excessive noise or vibrauon).  or stops
suddenly while m operation.

1. Push in the PRESS START/STOP bution. This action stops the
press  and the feed system simultaneously

2. Stop the cake discharge handling system.

3. Turn the choke off.

4. Turn off compressed air and steam supply connected to the press.
Relieve air and steam pressure from lines. See DANGER.

5. ‘Turn off the Dewatering press main circuit breaker and lock it out.

6. Refer to the Troubleshooting srctic~. of this chapter to locate and
correct the cause of rhc problem.

MITE: Clear the material out of the press as soon as possible after
sliiittiii- - - - -  :.. I-C.8 dGiii71.  i f  ihC ~IEJS n uc Shiit dOWE i i i  iI !OiXkd
condirion for an extended period of time (12 hours or morr.
dcpcnding on conditions), the material in the press can dry out,
making the press difficult or impossible to start.

-
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Chapter 4

Service Instructions

WARNING:
Contact  your  author ized
D u p p s  s e r v i c e  tepre-
sentative before perforrn-
ing service procedures that
are not described in this
manual. Failure to follow
this instruction can result in

~ serious Dersonal iniufv.

This chapter contains maintenance and repair swice  pmcedures for the
Dupps Dewatering  Pmss.  Refer to the Specifications” section of Chap-
u-r 1 for specific data such as set-up dimensions and weights of compo-
nents for lifting purposes. See the ‘Introduction’ section of QIapter 5
for the proper fastener torques.

Ptchxdures  for some commercial components are not cove&  in this
chapter. Appendix C contains specific insmtctions  provided by the
manufactures of these components. Contact your author&d  Dupps
service representative before attempting to perform suvice. procedures
that are not covered in this manual; or in the vendors’ supplements in
Appendix C. See WARNING.

l 4.1 Cages Adjustments

With most prazess materials. the press will perform pmperly  as long as
the radial clearance between the cage screens and the press shafl flighting
is maintained to ensure proOpcr  drainage. The minimum and maximum
cage-to-flighting clevance is listed in the ‘Specifications’ section of
Chapter 1. tiessing some materials, however, may require less clear-
ance ihan thot listed in Chapter 1. If this is the case, the actual cleamce
settings used will be noted on the Configuration Sheet. If the Configura-
tion Sheet does not agree with the standard clearance listed in Chapter 1.
use the Configuration S hrtt  data.

Although the clearance should be equal at all points around the shaft
flighting. proper clcamncc  in the bottom half of the cages is mo~c
important than in the !op cage half. Funhermore. proper  clearance is
generally more critical in the primary cages than in the intermediate and
discharge cages.

Two imponant reasons for checking and aligning the cages are:

1. The cage alignment was perfcmxd at the factoty during assembly of
the press. Shipping. handling, and installation usually result in loss
V. I._“. -..--- -.-.....-..-.nC*~=* hir.1 dhmmc Thenfoni  when the press is installed (or
moved) the cages must be re-aligned f@er if ir in(r0lM 0,n if5
pcrmanrfrrfoundoriun.‘l~tle  installation alignment pnredum requires
renloval  of the lop half ot all the cages, so the clearance can be
measured with a feeler gauge along the entire length of Ihe shaft

-
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2.

flighting. If done properly. the initial alignment should not have to
be pctfomxd again unless the press is removed from the foundation,
or the shaft replaced.

The clearance between the cage screens and the press shaft flighting
incnases in service because the flighting diameter is reduced by
wear. The wear rate depends upon a number of variables, but the
abrasiveness of the material being processed is the most significant.
If press performance deteriorates due to excess c&u-ance,  the screen-
&lighting clearance can be reduced to restore performance.

The cages are provided with fwo means of adjustment:

1.

2.

Vertical (up/down) and lateral (side-to-side) adjustment of the cage
position is provided at each point where the cage is attached to the
underframe cross  member. This provides the means of keeping the
cage concentric with the shaft.

Removing shims from the horizontal split flange ofeach cage reduces
the radial clearance between the cage screen and the shaft fligh:ing.

Measuring the Screen-to-Flighting Clearance

The c!earance between the screen and the flighting can be measured by
either of two methods. Which method to use depends upon whether the
press is panially di!ztssembled or not .n the time of checking.

a.

h.

If the clearance is being checked with the top half of the cages
re,noved. use a feeler gauge inserted between the shaft flighting and
the screen. This method is used to set the cage alignment at the time
of initial installation or cage replacemenl.

If the cages are in place, measure with a depth gauge (a pin or wire)
inserted through the screen and subtract the screen thickness to
determine the clearance. At the 3 and 9 o’clock positions, measure
the clearance below the splirflonge  because the clearance in rhc lower
halfof the cage is more important than the clearance in the upper half.
This method should be sufficient for performing checking and
adjusting for wear of the flighting.

-
General Adjustment Procedure

Some of the steps in the procedure for the discharge cages are different
from those used for the primary and intermeaiare  cages 7his is brcause
the discharge cage mounting lugs arc different from those on rhe rest of
rhr capes.  This secrion gives a brief descriprion  of the procedure for
adjasling the screen-to-flighting clearance. Details of this procedure are
given in the two sections that follow. One section details the steps  for
discharge cages and one for !hc rest of the cages.

4.1-2 mu01



The general pmcedure for adjusting the cages is:

1. Check the clearance at the 12,3,6, and 9 o’clock positions. (Use the
top of the cage as the 12 o’clock position.)

2. Set the proper clearance on the bottom half of all the cages. Beg;11 at
the discharg?  end and work back to the feed end.

3. Check the clearance in all the bottom cage halves at the 3.6, and 9
o’clock positions. When these are determined to be cornet.  tighten .

all the cage lug attachment bolts.

4. Check the clearance at the 12 o’clock position. Adjust to specification
by removing (or adding) shims between the split flanges. Since the
cage is pinned at the split flange, the clearance at the 3 and 9 o’clock
positions of the upper cage half was determined in Step 2.

Aligning the Cages to the Press Shatt

Use the following pnxedure to align the primary and intermediate cages
to the shaft:

9  0 ’

1- 1 2  O’CLOCK

--#J---l O’C,,
i

.ocr

igure 4.1-I
age lo F/iRhring Clearance

1. Measure the distance frsm the shaft flighting  to the cage screen <ith
a depth gauge or feeler gauge, as previously described. hlcasurc rhc
clearance at the 12. 3. 6. and 9 o’clock positions (see Figurn 4.1 -I)
at each end of each cage  swion

2. if mcasurcments  taken at the 12 and 6 o’clock position, are both
berwecn !ht minimum and maximum listed in rhc Speciiicaiions
section of Chaprer 1 !excepr ;LS prtwously  noted for certain mawi-
ais). If cithcr me~uremcnt  ;s noI within  this range. align the cage
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igur~4.1-2
djusrment Screws -Discharge Cage

U P P E R  C A G E  -
HALF

- L I F T I N G  S H A C K L E  A T T A C H E D
li T O  T O P  RIB T O  REMOVE

P P E R  C A G E  H A L F

LOWER CAGE 1 k.

i- -~~~--.
I

L.n”lz >“rr”n, CROSS r?““rm I

Fii;
cc

sure 4.1-3
1gc Lifing Shackle

IT:4 Ii ii II H I=
Lffi
AlTAcmEMT

eoLT\

r

:s
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vatidly. use the pmmfwe in step 3jbr &chttrgc  cages. USC tk
procedure in Step 4for primary and inrmnrdiote  cages.

3. Use this step for vertical  alignnrnt of DISCHARGE C.IGE!S.

a. Refer to Pigure 4.1-2. Remove the attachment bolts on both (left
and right) cage lugs. Loosen the jam nuts and back off the laterat
adjusting scxws ‘4 turn (both sides).

0. Loosen the bolts in the end flanges of the cage(s) being adjusted.

c. Set the clearance at the BOTTOM (6 o’clock) first. as it is more
critical. Raise or lower the cage by addiig or removing shims
lxtwcen tbc cage lug and the underframe cross member to obtain
the ccmxt screen-to-flight clearance.

To add or remove shims, lift the cage by means of an overhead
lifting device and shackle attached to the lifting hole in the upper
cage half. Refer to Figure 4.1-3. If the upper cage half has been
removed from the press. lift the cage by means of a sling under
the lower cage half.

d. When verdcal alignment is correct, install the lug attachment
bolts. Do not tighten the lug attachment bolts until after making
any necessary lateral adjustments (see Step 5).

4. Use this sup for vertical alignment of PRIMARY AND INT’ERME-
DIATE CAGES.

LffiATTACHnENTBOLT

CROSS PIEMBER
igure 4.1-1 SW

age Adjumenr Screws  I Primury and Intemedinte  Cages

-1 4.1-g



a

b.

C.

d.

Refer to Figure 4.14. Loosen the jam nuts on the elevating
screws. Loosen the attaching bolts on both (left and right) adjust-
ment lugs. Loosen the jam nuts and back off the lateral adjusdng
screws ‘4 turn (both sides).

Loosen the bolts in the end flanges of the cage(s) being adjusted.

Set the clearance at the BOTr’OM (6 o’clock) fmt,  as it is more
critical. Tum the elevating screws IO raise or lower the cage.
Altcmatc  between the two screws of the same cage, turning each
screw a half turn at a time. Check screen to flighting cleamnce
frequently to avoid over correction.

When vertical alignment is comet,  tighten the elevating screw
jam nuts.

0

5. Check the horizontal cage clcanu~cc (3 and 9 o’clock positions) In
the BOlTOM half of the cages. The diameter of the cage cannot bc
changed horizontally. lherrforc  adjust the cage position to obtain
apal clearance on both sides.

a. Loosen the bolts in the end flanges of the cage(s) being adjusted,

b. Turn the lateral adjusting scows to move the cage in the required
direction to achieve the comet  clearance amount.

For example, to move from left to right, first back off the right
side S~IEW about two rums. Then turn the left side scnw in the

7 direction of tightening. Check screen to flighting cleatancc  fre-
quently to avoid over correction. if the lug becomes tight against

4 c the right side befxc alignment is achieved, repeat the process
until the cage clearance is equal on both sides. Tighten the right
side screw.

2 c. When horizontal clearance is equal on both sides. tighten the jam
nuts on the lateral adjusting screws; tighten the lug attachment i

\‘\ bolts@3tXG&-
--~.. - -

6. When the cages are properly rligncd with the shaft Cighting,  check
the screen-tc-flighting  clearance at the top (12 o’clock). If the clcar-
ante is more than the minimum listed in the ‘Specifications” section
of Chapter I. reduce the cage diameter by removing  shims from the
split flanges bctwccn the cage halves. The pmcdun is dcscz-ilbcd  in
rhe followmg section.

Removing or Adding Cage Shims

USC the following procedure IO remove or add cage shims:

1. 1 MCC~  thr <*YXOC  cd;, e-i.,na.-  hA,r nn th.. F~OC hrina  .Ai,,crrri Srr--““.. “.” ..“*- “r... ......O” .,.,..” -.. . ..” ““e” ““...  D “-,““--.  ““”
Figure 4. I-5. Some of the bolt holes in the shims arc slotted to permit
shim removal or installation without having to remove all the bo!!s.

0

Only two of the bolts have IO IY’ removed IO get the shims in or out.

4.1-6 -*
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, CAGE SPLIT FLANGE

igure 4.1-5
ugc Split Fhgc and Shhu

6h1” V,Sd Ifi ‘*,,ror*lor*  a.* *l*ChO~p* c o p . .

T O  A D D  C R  i?Er-tovE C A G E  SHIMS :
I ~ooren oll bolts In ccge ilonger
2 .  L o o s e n  ai I  bolrr an t h e  c a g e  IPI gt rlcnge.
3 . !?e!!n*,  ‘-aI ! 5 lr=n loen! :=nr mnrLad*.

igure 4.14
dit Flange Adjustmew  Shims .~. -_

4 l-7



ThClocationSofthcbollsmUmusIbcrrmwed8rcindicradin
Figure 4.1-6.

2. Loosen the bits in the end flanges of the cage being fdjwcd

3. Ru’novc an upal number of shims from both horizontal flanges of
the cage.

4. Apply anti-seize compound to the thwads of the fasteners that were
rrmOVC4t

5. Tighten the cage split flange bolts. Fastener torques are listed in the
‘Introduction”scction  of Chapter 5.

6. Tighten the end flange bolts. Fastener torques arc listed in the
‘Introduction’scaion of Chapter 5. lnrtall 2nd tighten the jam nuts.



4.2 Shaft flighting Wear Shoes

The press shaft is subject to wear from abrasion. Such weax is usually
noticeable only near the discharge cod of the shaft, due to the high
prcssur~  on the material in that ngion. As the shaft flighting wears, its
outer diameter becomes  smaller. As a result. the clearance increases
between the flighting aid the inner surface of the cage s-n. Near the
discharge end of the shaft, a hardened facing stzip rcduccs the rate of wear
of the flighting. The facing strip consists of a series of helical segments
cakl s/toes that arc wcidcd to the base flighting. The hardened shoe
covers both the outer edge and the face of the base flighting. See Figure
d 7.1..- _.

ress Shaft  Replucfahle Flight Facing

To comynsare for worn fhghting, rtmove  shims from the csgc splir
flanges as explained in the ‘Cage Adjustmerts’ section of this cktptcr.
If the fighting scars down IO the stage  whcrc ~hc corrcc‘t  cage-to-flighr~
ing clcaranic  cannot bc trhurncd wirh all the cap shims rcmo\cci.  then
rhc shaft fii.$:ing rnus~ k rc~fortd  IO its original diameter. ‘IWs i-. done
by replacing the uorn wcx rhocs u.iLq ww ox\.

z_- - -  __l-- - -
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Removing~ttm Old Warr Shoea

Itis~necesssrytommKthe~~ihcpreuto~plra-thcflight
facing. To gain acctas to the rcmatabk flight facing. temove  ooe (two,
if oazssary)  upper cage half fmm the discharge end of the press. Cage
removal is described in the ‘Component Ijisassembly and I&em-
bly’ chapter.

Remove the old wear shoes as follows:

I.

2.

Remove the wcid mttal holding the worn flighting shtxs to the base
fight. This can he done with an air-ax, disc g: &a, or otha suitable
&vice. Take care not to damage the base flight during this opaation.

Be sure to nxnove ail wear shoe weld metal from the hasc flightins
with a disc grinder. It is important  to install the new flight shoes on
clean. somoth  base flighting.

Installing New Wear Shoes

The proccd~~ that follows is to be used  to weld 17-4PH stainless wear
shoes, which are used  on most p*ss applications. The shot material is
listed on the Configuration Sheet for this press. :f it is not 17-4PH. contact
your au:horizcd  Dupp; service representative for the con-cct  wc!dmg
proccdurc.

To weld new 174PH wear shoes to the base flighting, use a SMAW
welder, with %-inch 30SL clecnodc. P:u-I  tempcnture should be above
7o’F. No additional preheat is required. Weld at 100 - 200 Amps,
keeping heat input low. Use the procedure below and Figure 4.2-l.

1. Begin at the discharge end of the shaft. Position the new wear shoe
on the base flighting as shown in Figure 4.2-l.

2. Tack-weld each new facing shoe in position on the base flighting as
shown in Figure 4.2-I.

NOTE: Do nof apply more weld matc1G1  rhan specified; this practice
increases the diff~ulry of subscqcnt  flight removal

3. The gap bcnvccn adjaccm WCS shots should be ahou; ‘1~ inch wide
or less and dcrs not rquirc wc!ding. If the gap is larger than ‘/ib inch,
fill the gap with suitable stainless steel welding material. USC the
minimum amount of weldmg material.

-
1.2-2
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4.3 Shaft Inspection, F&pairs, and Aberatkms

The stuun-heated  shafts used in the Dupps Dcwataing Presses arc
designed and built according to the ASME code for un-fund steem
pnssutr vessels. Accordingly, each shaft bears the “V code stamp and
vessel serial number. The location of the stamp is shown in Figutr 4.3- 1.
A representation of the stamp, without any data tilled in, is shown in
Figure 4.3-2. (Note: The shaft serial number is twt the samt as the serial
number of the press itself. The press serial numkr is stamped on a
nameplate attached to the discha& box.)

Figure 4.3-I
Press Shafi Code Sramp Lacorion

N A T ' :

CERT

-. BD. N O .  _ _ _ _

!'\ED  B'y'

fiupps; co,

I
Fiyure 4.3-2
Press shjl Cde Sump

It is the responsibility of the organization making repair or alteration IO
p.ovidc for in--~~ric?.  d;u-umrn!atiw.  and certd&tion  of the work: and-r--.--
to CNUR prior acccpwxc  of the pnxcdurcs fur the work in accordance
with the !Gwoi\d  Bomi In~pcccriun  Cdc t$BICi~

Hl‘ 4.3-I



Shaft Wall Thioknass Inspection

CAUTION:
Da not operate the press al
input torques above those
specified. Failure to foIloH
this instruchon  will resuii  II-
damage  to the press.

When the pmss is operating. the shaft is subjcctcd  to the following
stresses:

l lntcmal  steam ptc5sw-c.

. Bending deflection.

l Torsional deflection.

In addition, the shaft is subject to surface wear from abrasive prcct~  \
materials. Over time, the surface wear will result in thinning of the shalr
wall and loss of shaft rigidity. With a very thin wall, the shaft could
deflect enough to rub the cage screens.  If the shaft becomes  excessively
thin, it could fail catastrophically. Consequently, the shaft wall thickness
should be measuti  after the first three months of operation to determine
if thcrc is a high rate of wear. If the wear rate is low, the frequency of
tncasurcmcnt  may be extcndcd to six-month intervals. or more. The
fnquency of checking is often determined by the insurance undctwritcr.

Measure the wall thickness by “sounding” with an ultrasonic thickness
tester. Record the mcasurcmcnts on the Sounding Sheet for this press so
the rate of wear can bc monitored. The minimum wall thickness is listed
on the Configuration Sheet for this press.  A copy of the Configuration
Sheet can be found in the front of this manual.

Maximum Shaft Drive Torque

The maximum allowable input lorque IO the press shaft (gearbox output
torque) is listed irl the Specifications section of Chapter I. Two figures
are shown: one for single flighting andone fordouhle flighting. The press
may be opcratcd  continuously at the input torque indicated for the shaft
conliguration  installed in the press.

The standard shaft configuration of the Dupps Dcwatering Prcts has a
single lead flight from inlet tochokc. Applications rcquir~ing input IO~~UC
higher than thaw s.hown for single-flightcd shafr require double flighting
on rhc last two flight pitches at rhc choke end of the shaft. AddItional
flighting is norn&ly added as a field modification, if ii is rcquircd
*rating the press above the specified shaft torque limits could rcs~llt
in damage to the press. The control system should bz dcsigncd and
operated IO protect the press from clcctrical or mechanical  overload. See
CAUTION.

Changing the Plug Length

Ihe plug is the section of the press  shaft bctwccn the end of the shrfl
l%gh!mg  and :t;c discharge ~XX The Irng!t; of !!:c plug dircc:i:; affect>
cake dryness,  Gcnenlly.  the longer the p!ug is. ihr dyer the cake will
bc.

-_-- - .-- _I-_,-_.__L- ~~ -~~__
4.3-2 Mom,



‘Ilx plug length on each press is rdjustcd  by start-up pmumcl  to give
thebtst~dryncssforeach~lication.~fecd~~chPncmistics
change, the plug length my have to be adjusted to obtain the best pms
pcrfolmancc  and cake dlyncss.

Adjustment of the plug length is a sensitive procaium that must be
performed only hy factoty uainaI, NBIC ccrtifial pasonncl. If plug
length adjustment is naxsmy. contacl your authorized Dupps service
l-Cp?SCIltatiVC.

F a c i n gFiighl

RCplacmVn t of the wear facing shoes described elscwhar in this chapter
does not requite NBIC approval because (providing ali welding is done
on the base flighting, and not on the shaft wall) it does not involve
welding on the pressure vessel.



Chapter 5

Component Disassembly and
Assembly

5.1 lntpoduction

WARNlNG:
Contact your authorized
D u p p s  s e r v i c e  r e p r e -
sentative or the component
manufacturer before per-
forming servica  procedures
not described in this man-
ual. Faibre lo fofbw this in-
stfucbon  can result in seri-
ous personal injury.

‘Ihis section describes disasxmbly and assembly  proadures  for tbc
major c0mponcnts  of rhc Dcwataing  i&s% Service procedures for some
ComnBcial amponcnts  am not covered in &is chapter. Appendix C
contains specific  instructions provided by Ihe manufacmrczs  of thcsc
mpoocnts. Before performing service pmceduns that arc no1 described
in this manual. cont8ct  your authorized Dupps service rcpreuntative.  See
WARNING.

Personal Safety

&fore performing service on the press. turn the Dcwauring  Press main
OFF z& lock it. Shut off steam and c~mp~~sbd  air

main drcuit  breaker OFF ~PS.L Rclicvc residual air and steam prcswc from lines

and a i r  supp l ies  to  the
press. Relieve residual air
and steam pressure from
l ines before performmg

Wear suitable safety cquipmcnr when performing service on the pressltablc satcty cqu~pmcnr  when perlofmmg scfv~cc on Ihe press
(eye pm~cctiin,  pso~~tivc head :.car. etc.). Uu a suitable lifting device, pso~~tivc head :.car. etc.). Uu a suitable lifting device
to lift heavy components. Weights of major press components are listalmponcnrs. Weights of major press components are listal

service on the press. Fall. in the SpecifiCations s&on of Chapter 1.)ectttczrtions  s&on of Chapter 1.

ure lo follow  these Ins1ruc.
lions can result in serious Threaded Fastenerr
personal injury or death.

Slandvd hex head cap s~‘rews  and bolts arc manufactured in several
classes  of mate%& T& buds of these screws  and bolts aTc marked 10
Identify the strength class of rhc screw or boil.  These slandanl head
markings and the corresponding ma~eri.al rlasscs arc shown in Figure
5.1. I. Replace damaged or lost fasteners or+ with a faslrncr of the SAIYK
r::Xenal

l
U’Ln rhr nr+xc i. ww-rnttno  rhr )url~c=cl imntr in the prrss stic(m UC, . . . . . . . _ I-.--- .- -r-.- . . ..-. . .._ _- ..__,_ ~~.~ .~

subjected to a high level of cyclicsl !oading. Under these conditions.
threaded kicncrs  can work loose or fall from fatigue if thq arc nl,i
tighuncd  yrltpcrly. Tighten fasttncrs that arc ioo~cncd or rtmoveddur;ng

-I 5.1-l
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Figure 5.1-I UQ)I
Bolt Head Ma+kings /

maintenance ot repairs to the torque value spccifted undo rhe h&g
‘Fastener Torque Specifications’ in this sation of the chapter.

Stainless Steel Fasteners

hinkss seeI fasteners cxibit a high tkgnx of seianc due to galling of
thethrrads.Fa~nason--fforbcaapintprf~--eof
anti-sciac  ampound is ltcMnmaded on all stainless steel fasteners. This
is especially important where the internal threads are in a tappa!  hole (as
opposed to a nut). Whaws a damagal  nut can be discarded, a tkaded
hole must be tepaitrd before the joint can be rc-assembled.

Fastener Toqw SpeclficatIons

The table in Figure 5.1-2 lists the threaded fasteners in the PIES and their
corresponding torque values. Requirements  for kead locking corn-
pounds and anti-seite compound arc also noted. 0

---. ~--__ ~-_-
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5.2 Main Drive Assembly

An elcchic  mom mounted above the gear box nuns the gear box input
shaft thmugh an enclosed multiple V-belt drive. The gear box is mounted
on the press undcrfrsmc. A double engagement gear coup!ing connects
the gear box output shaft to the press shaft.

When pc&rming the procedures described in this section. refer to the
‘!$ecifications’ section of Chapter I for comportem  weights. setup
dimensions, etc. The lubricants uvd in each component arc specified in
Chapter 2. Fastener rorquc specifications arc provided in UK ‘Introduc-
tion’ section ot this chapter.

M

eELT WAR0

r- WTOR PLAIF

iKsr~N’

- K WiOR PLAli

ijiurr C-1
fain Drive Ass~mb!,

Motor Drive and Gear Box Removal - -
Lx the follcnw~~ prrxx-durc IU rcn~o~ c I)vz .mo~or dnw and par rcduzcr~
Kcfcr :u Ftgurc 5.2-l

I. Rm~w the front hsli (if the kit ~UXJ

!. Irwrn the rnmv pl.w xi!u,;~rtg kd~\. md rt-nw\c rhc tinbe hells

3~ Rrrnwr thr nxm~r shdc huthing  and rhca\c.

-_---. .-~-...~ _-~ _~-._-~~
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4 .  Rcrmvethcmmrfmnrhcmotorplau.

5. Remove the coupling guard. Remove the lube plugs in tbc gear
coupling and drain the lubricant from the coupling.

6. Remove the bolts that fasten the two flanged sleeves of the gear
coupling. Separate the coupling flanged sleeves.

7. Remove the screws attaching the gear box to the base.

8. Using the !iftin*  rings provided on top of the gear box, attach a‘II
suitable lifting device to the drive unit.

9. Remove the gear box from the base. Note the markings on the shims
under *he gear box. The shims must be ntumcd to tbc same locations
during rcasscmbly to insure that the gearcoupling  is properly aligned.

-
Motor Drive and Gear Box Installation

Use the following procedure and Figure 5.2-l to install tnc gear Sax and
motor drive components.

1. If the couph -.g hub was rcmovcd fmm either shaft, install the gear
coupling hub(s) and key(s) Use the coupling manufacturer’s ncom-
mended procedures, included in Appendix C.

NOTE: The keyways must be scaled to prevent leakage of coupling
lubricant. This can be accomplish&l by applying-a Wofks
silicone sealant IO the joint, including the key and kcyway. on
the ends of both shafts after mounting the coupiing  hubs.

2.

3_

4,

5

b

Return the gear box shims IO their original locations noted in step 9
of disassembly.

Using a suitable lifting device, place the gear box i.nto position on the
base. Install the scrcwz  and washers that attach the gear box to the
base. Do not tighten the screws.

Check the alignment of the gear roupling,  The alignment spccitica-
tions arc listed in the ‘Specifications’ section of Chapter 1. The
vertical offset and angular alignment may be adjusted by m-shim-
ming between the geu box and base.

Tighten the screws  that attach  the gear box IO the frame

Attach the two halves of the gear coupling by attaching the flaugcd
slccvcr.  Be SWY to use the COIECI coupling hnhs and a new gasket.
Tighten the nuts IO the specified  rorquc valuc~

In~all the nu~ur pla~c and drive motor

it the rcy hali of the belt guard was rcmovcd from the gcv box,
rc~in<rall it,

Install the kcbs in the motor shaft and gear box input bhait.

10. Mount the sheaves and install the sheave bushings.
-~---_.__-- .~--_
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11. kLstall  the drive belts. lknsiut  the drive belt, by tWl’&ing  tbc djust-
mm belts 011 the rmn0r  plate. Tight  the jam nuts.

12. Install the fimt half of the belt guard

13. Fill the coupling with lubficant. This must be done with the shaft at
full opuzting  teqaaturr  to prevent blowing the seals in the cou-
pling. See the Lubrication section in chapter 2.

14. hall the coupling guard.

i - 5.2-3



5.3 Rotary Steam Joint

m
The mtaty stem joint dizm steam into the feed end of tbc press &a,%.
Condensate from the steam returns duough the steam joint. The intcmal
scats  of the rotary stcatt joint are lubricated by the incoming steam.

The rotary steam joint must have steam flowing through it during
If the press is to be oper- opuation.  Incoming steam lubricates the steam joint’s internal carbon
aWd without steam applied scak Operating the rotary steam joint without steam will ruin the seals
to the shaft, remove the ro- and render  the rotary joint ‘ktoperable.  Therefore. if the press is to be
tary steam joint before put operated without steam applied to the shaft, remove the rotary steam joint
titlQ the Dress into wvice. before putting AC press into service.

tne statements  tn mc auove paragrapn tmcr to cononuous.
~~ ~I-- -----don of tbc steamjoint.  The joint will tolerate shon
XJ-ICXIS (up IO an hour) of operation with the steam tumcd off;
such as during start-up. shut-down. or during maintenance.

USC the following proccdum to rcmovc the rotary steam joint from the
pmss. Refer IO Figure 5.3-l and the manufacturer’s parts list illusn;idon~
in Anpcndix A

N,vlrp Swm J<WII

l
I. REIW~C the head from the end of :he rotq steam joint to gain access

IO tlrc condcnwrc ruk p:tckmg plznd.

2~ Lawn rhc p.tckmg gLmd kxinut. then I~~un Ihc g!md i to 2 mm>

-.-- -. ____._.  ~._~._.~____ - . .-- __-
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3 .  hangclalinguounddtcbodyofthcssmmjo8ntAmcbtbcsl&g
oorruitrblcl~deviceoDsvpportthewd~tdthertermpint
Thewtightofthe~stumjointislisredindre~pedtice-
tions%cctim of Chapter 1.

4. Disc0nnect the steam  joint nipple fmm the couplinp on the end of the
ptws  shaft.

5. Remove the steam joint by sliding it - tupponed by the sling
attached previously -off its support mds. The condensate tube will
remain in the shaft.

6. Unscrew the condensate tube from its connection inside the press
shaft. &careful not to mar the polished sealing surface at the end of
the tube.

If the rotaty steam joint is beiig permanently ntnovcd (ptess to tc
operated without steam supply to the shaft), then also do the following:

1. Remove the steam joint support rods by unscrewing them from their
mounting holes.

2. Install a pipe plug in the pipe coupling on the end of the press shaft.

To install the rotary steam joint. reverse the nmoval procedure.

z-3-2 -



5.4 Thlla Benring Awmbty

lltcthNstbhItg&sanblyisrltomt&onthcfccdhoppteeodftuyc.
TkrssemblyCuVaituaradialtypc+twwow,spbaialrolkrbarmg
andasphaiadrullerthrustbming.Acmssscctiooofthcsrsmsblyis
showninFi~5.4-1.n;e~btaringsuppaatbewdghtoffheprrsr
shafLnlethrustbcaringtakesupdleaxialloadoIldIcstaftwhichrcsults
fmtnpushingmatuiaIttawghtl.lc &XWS.AplOd6#Iiltg-lStlCkCd
saofrpring-typcwPEbcrs--~rghtlordarrhe~btPring
whcmthatisnokadfmmtheprocessmataial.Agmscfittingis
pIDvdcd  tbr injecting fflsh 1ubtianL

See tlu Spec3idonsm seaion of Capus 1 for lifting weights of the
mmponcnls. setup dimmsii  erc.

BEARING PLATE

THRUST BEARIKG

THRUST BEARING
END PLATE

SEAL RETAINER
TE

LIP SEAL

r

PRELOAD SPRINGA

A SEAL RETAINER

THRUST BEARING -
LIP SEAL

O-RING ./ /I

SHAFT BEARING
LOCKI  kG COLLAR

SH8ELD

GREASE F I TT I NG -
O-RtNGSr L-- SHAFT BEARING

Thrur~ Bearing Asscmbl,v

Removing the Thrust Bearing Assembly
11 is IKX nccessa~y  to remove the press shaft II) remove  the thrust bearing
*c-mhlu  * merino  nlaw rhst be&g housing,  antI duust  bring.b-...“‘,. . ..- ---.D r .___.

end plate each have a series of ‘&I 3 UNC tapped holes in their faas.
Jack mws may k imdcd in duse holes to de runoval of these
pans wia.
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use the procedum  below. lnd Figml5.4-1 and 5.44, to Smwc  the
thrust bcdring assembly. Figum 5.4-2 showa an exptodea view of the
assembly.
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1. Remove the rotary steam joint. Refer to the ‘Rotary Steam Joint’
section of this chapter.

2. The pmload springs act against the Uwst  bearing end plate. Before
removing the end plate, loosen all the end plate mounting screws
equally, a few turns at a time. This will relieve the spring load against
the end plate. Then nmove the end piate and the pnload  springs from
the bearing housing.

If the end plate seal is in good condition, it may be n-used. In this
CZX. ii iiCCd fiOi k rSiiBX%l fiOlii the IliiiEi PliiU. If ihC Ed iE i0 bC
replaced, remove the seal retainer from the thmst beating end plate
and pry the old seal out of the thrust plate.

3. Remove the thrust baring cup (outer race) from the housing.

5.4-2 -



4 .  Usingrslingaua&altoasuimbleovuimd~~twnove
thcthrunbcarhlghatsiig.

5. Using a suitable buring puller, remove  the thrust bearing cone (ii
m.e and rollas) 6um the shaft. A suggested puller anmgement  is
shown in Figure 5.4-3.

igure 5.4-3
rrangement of Bearing Puller on Prccs Shafr

W.!

6. Attach a suitable overhead lifting device to the press shaft. Use the
lifting device to support the end of the shr.ft (access  to the shaft is
through the feed hopper seal cavity) so the shaft will not drop when
the bearing plate fasteners arc removed.

7. Lis’& r l,“r; 3 U!%JC t..’ L.1. in. A- h-l- ..m.r;Ad in thr tnn nf ,hr,c w., . ..rO “l” .,“,W y.Y..-- “. “._ .-r -. -._

bearing plate. Attach the eye bolt to a suitable overhead Lifting device.

8. Remove the bearing plate from the feed hopper flange.

9. Remove the beating locking collar from the press shaft. The collar is
locked inro a groove in the shaft. To remove it, separate the two halves

- -
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WARNING:
Wear heat resistant. insu-
lated gloves when handling
hot parts. Failure to follow
this instruction can result in
serious personal injury.

of the collar by removing the two suews from the ring. Note that the
application of heat may be required to break down tile thread locking
compound (Laxite@ No. 272) that is used on the screws.

IO. Remove the two-row radiaI bearing from the shaft.

InstellIng the Thrust Bearing Assembly
Use the following procedure  to install  the thrust bearing assembly. Use
new lip seals and O-rings. Refer to the ‘Introduction’ section of this
chapter for the proper fastener tightening torques.

d
1. Support the end of the press shaft (see Step#of  the removal

procedure) while installing the radial bearing and bearing plate.

2. Heat the radial bearing to 250-270’ F in an oil bath 10 expand the
inner race so it will slip onto the shaft. Wear heat resistant, insulated
gloves when handling hot parts. See WARNING.

3. Rapidly push the heated bearing onto the shaft. Position the bearing
squatly against the shoulder.

J
4. Assemble the two halves of t>e bearing locking collar onto the shaft

with the collar’s internal lip in the shaft groove. Apply Loctite NO.
272 to the threads of the screws, then attach the two haIves  of the
collar together by installing the screws.

5. Pack the radial bearing rollers with the specified grease, or equivalent
(Chpater 2).

6. Install a new O-ring in the bearing plate. Lift the bearing plate into
position using the eye bolt and lifting device which were used in Step
7 of the removal procedure. Install the bearing plate on the bearing
outer race and fasten it to the feed hopper flange with the socket head
cap screws.

7. Remove the overhead support for the press shaft. Also remove the
lifting eye bolt from the bearing plate.

WARNING: 8. Heat the thrust bearing cone (inner race and rollers) to 250-270’ F in
Wear heat res;stant.  insu- an oil ba’h to expand the inner race so it will slip onto the shaft.  Wear
lated gloves when handling heat resistant. insulated gloves when handling hot parts. See WARN-
ho! parts. Failure to follow ING.
this insbuction can result in
serious personal injury. 9. Rapidly push the heated bearing onto the shaft. Position the bearing

squarely agniust  the shoulder.

IO. Pack the rollers of the thrust bearing with the specified grease. or
cqulvaient (Chapter 2).

4,
I I. Attach the sling and lifting device (used in Stepzof the removal

procedure) to the thrust bearing housing. Before mounting the hous-
ing, install a new O-ring into the groove in the face of the housing
flange.

- -
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12. Install the bearing housing. lighten the mounting saews.

13. Install the thrust bearing cup (outer race) into the bearing housing.
Check the end play setup dimension between the thrust bearing cup
and the end of the housing, as shown in Figure 5.4-4. This may be
measured with a feeler gauge between the cup and a straight edge
placed across the end plate mounting surface.

14. Install a new O-ring and lip seal in the end plate. AIso install the lip
seal retainer. Lubricate the lip seals  with the we used in the
bearing.

15. Install the wavy washer prektad springs into the recess in the thrust
beating end plate.

16. Check for correct orientation of the lube phtg in the end plate. After
installation, the lube plug should be aligned with the plug in the
bearing plate, which is already mounted. Being careful not to damage
the secondary lip seals, place the bearing housing on the press shaft.

17. Apply anti-siere compound to the threads of the end plate attaching
screws. Install and evenly tighten the screws to the specified torque
value.

lgure  5.4-4 w
‘hmking  Thrusr  Bewing
‘nd Play 18. Lubricate the bearings. Refer to the lubrication instructions in the

‘Maintenance and Lubrication” chapter for the proper procedure.



5.5 Feed Hopper

Matetial enters the press through  dre rap of the feed hopper. Liquid drains
outdvoughthefeedhoppcrsntensPndcoUecainthc:dninpaninthe
underframe.  Material that does not dram out of the hopper cage is
conveyed toward the high pressure end of the press by the flighting on
he rotating shaft.

The feed hopper cage assembly is similar to a primary cage assembly,
except that the feed hopper has a flanged opening in the mp for connecting
a feed chute. At the feed end of the feed hopper, a tw~piea,  r&ford
bulkhead supports tbe thrust tearing assembly. Tbc btkkbed contaks a
seal cavity between the feaI hoppa ad the t.luu.u bearing assembly. The
seal cavity isolates the thrust bearing assembly from the wet material.
The seal cavity is not enclosed. This feature pen-nits seal replacerornt
without disassembly of the thrust bearing or the feed hopper.

When performing the procedures &Scribed in this section. refer to the
‘Specifications’ section of Chapter I for component weights. setup
dimensions. etc. Fastener torque specifications are prcwided in the ‘In-
troduction’ section of this chapter.

Feed Hopper Upper Cage Removal
One or both of the feed hopper cage sections may be removed while the
shaft and the thrust bzring assembly remain in the press. Tlx ptocedure
forremoving the cage section of the feed hopper is similar to that for the
other cages. (See the -Cages’ section of this chapter.)

Before disassembling the feed hopper, remove any chutes attached to it.
Use the procedure given in this section to remove the feed hopper cage
section. Refer to Figure 5.5 1.

1.

2.

? At each cage adjustment  locstion tunderit-xne cross member):

Remove the bolts that attach the discharge end of the feed hopper
cvge to the fmt primary cage.

Loosen the bolts in the lower half of the discharge end flange of the
feed hopper cape. Back the nuts off at Icsst  ‘.i inch.

a. Loosen the lateral adjusting screw and the elevating Screw h iSce
Figure 5.5-Z). Dixhuge cages hsve no clcvating  screub.

b. Remove the lug ;Ir!xhment  twits.

heen the diwhqc h% mounting screws. %lovc the dischuge  box
touard the gear box. I?:is Ml scpwxe the end flanges where the
h>*li:s were loosened in ST::;,  2. Make sum the flange nuts (Step 2, are
hxi:d 05 fx ecoegh to permit lhc amount of movement reyuired to
scp;u;*:c  the flanges

-
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5 .  Rnnovcthescnwsthat~thetndflangcoftheuppa~ofthe
feed hopper cage to the bulkhead.

6. Remove the bolts and dowel pins ftom the split flange of the feed
hopper cage.

7. Attach lifting shackles through the holes provided in the longitudinal
top rib of the fed hopper cage (see Figure 5.7-1). Connect a suitable
lifting device to the shackles. Remove the slack from the lifting
device.

8. Using the lifting device attached in Step 7, lift the upper half of the
feed hopper cage from the machine.

9. Remove the shims from the split flange. Set them aside for teassem-
bly.

Feed Hopper Lower Cage Removal

In removing the lower section of the feed hopper cage, the cage section
is lowerul into the space between the frame tails. From this position, it
is lifted up andout around the shaft (between the press shaft and the frame
taiI).

1. Remove the feed hopper upper cage. Use the procedure previously
given in this section under “Feed Hopper Upper Cage Removal’.
After the upper cage is removed, the lower cage should still be in
position, supported by the feed hopper bulkhead and the adjacent
primary cage through the b&t in its end f!anges.

2. Remove the feed hopper cage support CKISS  member from the undcr-
frame.

3. Use a lifting sling to support the feed hopper cage while removing
the end flange fasteners. Attach the sling to a suitable overhead lifting
device. Raise the lifting device to remove the slack from the sling.

4. Remove the fasteners from the end flanges of the feed hopper cage.

5. Using the lifting device installed in Step 3. ease the feed hopper cage
down IO the drain pan.

6. Reposition the lifting device to raise the cage out around the shaft.
Remove the cage by lifting it out IO one side of the press, between
the shaft and the underframe side tail.

-
Feed Hopper Re-Assembly

Assemble  the feed hopper by the procedure that follows.

1. Set the lower half of the feed hopper cage on the dr;i pan under the
prc55 sl;.:ft.

-
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2.

CAUTION: 3.
Coat the threads of the
screws that attach the feed
hopper end flange to the
bulkhead with anti-seize
compound before assem-
bly. TigMen the screws to
the specified torque value.

4
’

Failure to follow this in-
struction can result in dam- 5.
aoe to the press.

Using a sling attached to a suitable overhead lifting device. as in Step
3 of the disassembly procedure. raise the feed hopper cage up under
the ptess  shaft.

Loosely install the end flange fastenm  that attach the feed hopper’s
lower cage half to the adjacent primary cage and to the bulkhead.
Note that all screws in the bulkhead must tc lubricated with anti-seize
compound befort  they axe installed. SC-C CAUTION. Tbr: loosely
installed fasteners will temporarily support the lower half of the cage
while the upper half is being set in place.

Place the shims (removed during disassembly) in place on the split
flange.

Using a suitable lifting device, set the feed hopper upper cage half in
place on top of the lower section.

6. Mall the four dowel pins into the feed hopper split flange.

7. Install the bolts into the split flange. Tighten the nuts to the specified
torque value.

8. Install the cage adjustment  cross  member between the side tails of
the underframe.

9. Adjust the cage as described in the ‘Service Instructior!s” chapter.

Removing the Feed Hopper Bulkhead Section
If necessary (i.e., to remove the press shaft), the lop half of the bulkhead
section may be removed. It is imponani to remove the thrust bearing
assembly first, to unload the preload springs. Then the hearing housing
may be removed from the feed hopper flange. The procedure  for remov-
ing the thrust bearing assembly is in the “Thrust Bearing Assembly”
section  of this chapter.

Shaft Seals - Feed Hopper Seal Cavity

The seal  cavity is open on top fo provide access to the shaft  seals without
the necessity of disassembling the thrust bearing. Remove the two lower
shields for access 10 the bottom of the cavity. The seals are split-ring type.
Each is held in its housing by a two-piece retainer. To replace each seal:

1. For the seal that is 10 be replaced, remove th* retainer screws and seal
retainer.

2. Pry the seal OUI of its housing ;md slide iI back on the shaft.

3. Splir the sea! and remove ir from the shaft. The split should bc located
al the top of the shaft.

Instal! the new seal as follows:

.---
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i.qwe 55-J
?tll  ItUtallation

1. Apply a small aNKnultofgrcasctothe&aftatWtwhaetheacallip
will engage. Do not apply grease or oil w the seal outer &meter or
the bore surface.

2. Separate the cut ends of the new seal sideways so the seal forms a
helix. as shown in Figure 5.5-3. Do not try w form the seal into a
“V” shupe. Separate the ends far enough that the seal can slip over
the shaft. hfakc sure the seal lip void faces into the seal housing.

3. Push the seal toward the seal hcushg until it touches. We sure the
split ends ate well aligned.

4. Start inserting the seal into the housing bon with the split juncture
at top. Compress the OD slightly, until the split junctuc is insntcd
. : about half its width. Then. working away from the split, continue
wsing the seal into the cavity until the entire seal has been staned
nto the cavity recess. Then tap evenly all around the back face of the

seal until it is completely seated

5. Install both halves of the seal retainer and evenly tighten all the
retainer screws.

6. Repeat the procedure for the other seal.

-- ___--
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5 .6  Choke
Tk choke assembly. shovm in Figure 5.6-l. is lm in the dkhargc
box. It surrounds the ptess  shaft. but does not make contact with it. The
choke assembly has a rcplaaxblc  face ring attached to a backing ring.
Both rings are split in two across their mtcrs so they can be taken aparf
and rctnovcd from the press without removing the ptess  shaft.

@-‘+J--‘-; Fzigzggj;;E:c

5 AIR CYIJNDER
6 Rof, mif

igure 5.6-l CR<

‘hkt Assembly

..~ ___
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1 W?ESS DISCHARGE BOX
2 PREsssHAn
3 CHOKE FACE RING
4 CHOKE BACKING RING
5 CHOKE AIR CYLINDER

L~I(F AA M#NIP~~D
Qti#&f “,fl ++.a& w~E~(I:3C~*f~f)

- Top View
5tii/r- of:-‘

When performing the procedures describe in thii section. refer to the
‘Specifications’ section of Chapter 1 for component weights, setup
dimensions. etc. Fastener torque spcciftcations  arc provided in the ‘In-
troduction section of this chapter.

Removing the Choke Face
The choke face must tx detached from the choke backing ring in order
to gain access  to the rod bolts on the ends of the air cylinders. The choke
fact 1s split into two scmicinx!u  segments which arc bolted together. if
the choke face is da.= cd or worn out. the two ring segments can bc
separed and removed from the discharge box.

5.62 PYS



Use the following pmeedttre  and Figure 5.6-l to nmoVethtChOkCftiCC
fmm the press:

1. Retract the choke; then turn off the compressed air supply. Make sun
the choke is fully rebacted before disconnecting the air supply.

WARNING:
Relieve all residual pres-
sure from the choke cylin-
ders and piping, and dis-
connect the compressed
air supply lines from the
choke manifokt  before per-
forming any service on the
discharge box or choke
Failure to !ollow this in-
struction can resutl  in sefi-
ws personal injury.

2.

3.

4.

5.

6.

7.

Relieve ail residual  air ~RX.WIX  from the choke cylinders and piping.
Disconttcct the eomprcssed air supply where it enters the choke air
manifold. Be sure both the ON and OFF air lines arc disconnected,
so the choke is completely disabled. See WARNING.

Remove the screws that attach the choke face to the backing ring.
Note that two of the eight sctzws that fasten the backing ring brace
are longer than the others, and they thread into the choke face. Slide
the face ring away from the backing ring to provide access to the back
(open) side of the face ring.

Rotate the ctoke face approximately 90’ on the press shaft. The split
across the choke face should now be approximately vertical.

Working through the back side of the choke face, remove only one
of the two bolts that attach the halves of the choke face together. Then
rotate the choke face approximately 180’ on the press shaft to gain
access to the other bolt. Do not remove the second Lolt until both
halves of the choke face are supported by a sui:able lifting device.

Install a ‘4-13 UNC eye bolt in one of the screw holes in the choke
face mounting flange in each segment of the choke face. Attach a
suitable overhead lifting device to each eye bolt. The purpose of the
lifting device is to support the two halves of the choke face while the
remaining bolt is removed.

Remove the last bolt holding the two choke face segments together.
USC the previously installed lifting device to lift the choke face out
of the discharge box. while guiding the two segments around the press
shaft.

-
Installing the Choke Face
Use the following procedure and Figure 5.6 1 to assemble  and install the
choke face:

1~ Install a ‘4-l 3 UNC cyc boll in one of the screw holes in the choke
face mounting flange in each segment of the choke face. Attach a
suirdblc overhead lifting dcvicc IO each  eye bol: The purpox of Ihe
lifting dcvirc is 10 support the two halves of the choke fact in position
on the press shaft while the first boll is being installed.

2. Crc the lifhcr &-vice  attached ir! the previous step, lower the choke-~~~-o --
f;icc into the discharge box. Guide each segment of thr choke face
into posItion around the press shaft with the “face side” towards the 7
choke opening of the discharge box and rhc flange side towards the
choke backing ring.

-1 5.6-3



3. Install - but do not tighten - thcbolfudnutthatltmchdletwo
scgmcnts of du choke face to each other. Rotate the choke face on
the press shaft approximately 180’ and install  the other attaching bob,
nut, and lockwasher. Tighten both bolts.

4. Remove the eye bolts that were installed for lifting. Place the choke
face into position on the backing ring. Apply Lo&c@ No. 242 to
each of the attaching screws. Install the sttaching screws and tighten
them to the spe.cified  torque value.

5. Connect the compressed air lines that were disconnccttd  at the
beginning of the disassembly procedure.

Removing the Choke Air Cylinders

To remove one or more of the choke air cylinders, refer to Figure 56 1
and use the following procedure:

1. Remove the choke face from the choke backing ring using Steps I
through 3 of the procedure described under the heading. “Removing
the Choke Face”. This provides access to the air cylinder red end
boll heads which arc recessed into the choke backing ring.

Heat the rod end bolt of tic cylinder to be removed to 400’F to break
down the Lo&c@ on the threads. Then remove the bolt while hot.
Wear heat resistant, insulated gloves when handling hot parts. See

3. Place a lifting sling on the air cylinder to be removed. Attach the sling
to a suitable overhead lifting device.

4. Remove the air cylinder mounting screws.

5. L’rc the lifting device attached in Step 3 to remove the cylinder and
lower it to the floor.

Installing the Choke Air Cylinders
1. Place a lifting sling on the air cylinder to be instal’cd. Attach the sling

to a suitable overhead lifting d:Gcc.

2. Raise the cylinder IO its mowi@  position on rhc outside of the
discharge box. Install and tigh:cn the mounting scows.

3. After all the cylinders ,arc mounted IO the dirharge box. assemble
the choke hacking ring to the piston rods of the cylinders.

4. Apply LoctitcCO  No. 277 IO the threads of the rod end bolts. Install
the bobs and lockwashers.  Tighten the bolts to he specified ~orquc.

-,- --
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5.7 cages
-mprtsshaftiscnvckQulbyfinc-meshdrainagcsIawtstit-
liquid from the cotnprcsacd ala&al. lltc -UCpanOfdtC~C

assemblies. ‘Ihe heavy cages hold the sct~ns  in place and pmvidc a stiff
structure.  The shorter models of the Dcwataing Rtss have fewer pti-
mary (low -ion) cage asscmblics than the long mod&.  The
intctmcdkk and discharge screens atz rtinforccd with backup sLxcns
to withstand the higher pnssun in these regions.

UPPER
H A L F

LOWER
HALF

L I F T I N G  S H A C K L E  A T T A C H E D
T O  T O P  R I B  T O  R E M O V E

PPER CAGE HALF

AGE SUPPORT CROSS MEMBER

TMENT

:we 5.7-l
il \‘kw of Cuge Asset&l)

As shown in Figure S.7- 1, the cages are split horizontally along the axis
of rhc press shaft. The IWO halves of the cages arc bolted together at the
split tlangc. Shims in the split tlangc provide a means of adjusting the
clcar~~c bctwccn the scrcenz hnd press shaft  flighung. When the clear-
ance becomes too grcal due to worn flighting. it can be rcduccd by
removing some of the shims. Adjustment screws -~ kxatcd on the cage
mounting cross members of the underframe -- provide nlignmcm of the
cage assemblies to the press shaft Cage alignment and shinming  pmc-
durcs arc dcrnbcd in the ‘Service Instruclions’chaytcrof  this manual.

~ ~~~~-I

-*
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whcnpelfoi7ningtbc~~inrhir~*tobr
Y$ecW&ons’ scction of Chapm 1 for compw#nt  weights. setup
dimensions, etc. Fastcncr  torque specifications are pmvidai in the ‘In-
troduction’ section of this chapter.

Removing the Upper Half of a Cage Aiiiimbiy
The uppcx half of dtc cage(s) may be removed  while tbc lowcr  half
remains in the pnss. This may lx necessary to manually ~crnovc  debris,
~placc  flight facing, or to remove the shaft from the press.

1. Remove the bolts from the end flanges of the upper half of the cage
assembly to bc rcmovcd.

2. Loosen the bolts in the Iowa half of the discharge end flange of the
cage being mnoved. Back the nuts off at least ‘4 inch.

3. At each cage adjustmcnr location (undcrframc cross  member), from
the cage being rcmovrd to the discharge box:

LUG
ATTACHHENT
B3LT

- C A G E  E N D
F I. ANGE

ADJ’JSTMENT_LATERAL
AD.JUST I  N G  -
SCREW

LUG

,
UNDERGO  ~~~ ~_
C R O S S  MEMBE..

ELEVAT ; NG
RFRAYF / SCREW

Q --. ..---

iguYC .X7-?
age Adjusmenr  Scwws
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4.lAwscrldscdischargcboxmounting9am.Movctbcdkc&rgcbox
towvrdthegearbox.‘Ibiswill~a~flangawhardtebdu
wcrckoacncdinstcp2.

5. Remove the bolts and dowel pins fmm the split flange of the cage to
be mnovc4i.

6. Attach lifting shackks thtough the hoks provided in the iongitudinat
topribofthecage(sccFigurc5.7-1). Conncctasuitabk  liftingdevice
to the shackks..m Remove tbc slackL
from the lifting device.

7. Use the lifting device to lift the upper half of the cage from the
machine.

Removing the Lower Half of a Cage Assfmbly
ll?c procedure dcrcribcd  in this section assumes that a singk cage is to
bt nmmved (such as to mpair  a damaged cage). This procedure rcquims
rotating the cage on the pmss  shaft to an upside down position while the
two halves  arc still bolted together. In this position, the lower half may
be detached and lifted off from overhead.

The feed hopper cage section cannot be turned upside down nn the shaft.
due to intcrfcrcncc between the hopper flange and the feed end bulkhead.
Therefore. this procedure does not apply to the feed hopper cage section.
For feed hn!>pccr  cage removal, see the ‘Feed Hop@ section of this
chapter.

NOTE: If the shaft is to be removed from the press. it is usually easier
to remove the upper hatvcs of all the cages; then rcmovc the
shaft; and finally. remove the lower halves of :hc cage(s).

USC the foliowing proccdum  to remove the cage lower half from the
‘I?ss:

I. Rcmovc the bolts from the end flanges of the cage assembly to be
rcmuvcd.

2. At each cage adjustment loration (undcrframc cross member)  from
Lhc cage  being removed to the discharge box:

a. Loosen the idleral adjwing  screw and the elevating SKW (See
Figure 5.7-2). If this is a discharge cage. it has no elevating
scrrws.

b. Rcmovc the lug attachment bolts

3. Loosen the discharge box mounting screws. hlovc the discharge box
rowad  Ihc gear box. This will separate the flanges where the bobs
wcfr mnovd Ill Strp I

4. If the cage hal! being rcrrnvcd is not yuippcd with an adjusunc~:~
lug. aan with Sicp G.

-
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3.laora!tMamrgcboxmountingww.h$ovctttE~hox
tomithegcarbox.lEiswiu~tbcfkngcswhthcbo4ts
wcrcraivvcdinstcp1.

4. If the age half being tcmovcd is not cquippd with an xljusmmt
lug, start with Step 6.

5. If the cage teing twnovcd  is quippai  with an adjusmxnt lug (see
Figum  5.7-I and 3.7-2):

t Loosen both lateral adjusting screws.

b. Rcmovc the lug attachnmt bolts.

c. Back off the elevating sctews (on discharge cage, nmoyt shim)
so they aIt no longer suppohg the cage.

d. Remove the cage support ct~s mtmbcr  from the tmddmmc.

6. Attach lifting shackks rhrough twoofthc bolt hoks in the split flange
on the same side of the cage. Attach a suitabk ovcrhcad liftingdcvicc
to the shackles (see Figure 5.7-3. A).

c

:gwr 5.7-3
eps in Removing u Lower  Cage Half
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7 .  wcflillylifiltponthccagcwiththellfdngdcviccmvbrAinscep
6.lbcagcsk&romtcaboutthcprcsss&fttpgrmdmtetty90
degrees. Tht split flange should now be sippmxiuIauly vmical (see
Fi i  5 .7-3.  B) .

8 .  AtUchtbclifting&ackkstothcbottomiongitudinalrib(sccFigurc
5.7-3. Cl ad attach dtc liig dcvicc to tbc shackks.

9. USitig the LiftiIt8 dCvict Utachcd in .%cp 6. t’oii the cqc into the
position shown in Figure 5.7-3.  D.

lO.Installbol5;~twooftheh~incachcldflangcofdKuppr
cage half (the cage half that is now in the bottom position). Thcsc
boltstreinwlledtoprevcntthtcagehalffromfiliingiatobKdrain
~~dKSpLit~~bolaarcrnwvcd.~anutontourh
bolt hand tight

11. Rcmovc the bolts and dowel pins t&n the cage split flange.

12. Using the lifting dcvicc  already attach& lift the lowcr cage half off
the pnss.

Installing New Screens

If it is ncccssary to install new screens in the cage halves, grind the
existing welds IO rcmovc the old screen. Weld the new scran to the cage
ftamc with l-inch tack welds on 3-inch ccntcrs. using suitabk stainkss
steel welding material.

InstellIng  Cage Assemblies

Installing the cages by rcvcrsing the rcrooval  pnxcdun. If more than one
cage has been rcmovcd. install one cage at a tim, starting at the feed
hopper end of the press.

The mating halves of each cage arc machined togctha as a single pkcc
Be sure both halves 01 the at the factory. and must bc used togcthcr. For this reason, both halves of
assembled cage have the each cage am numbcmd. The cage number is stamped on the split flanges.
same cege number. Failure near the end flangC. Be sure  the two halves of each asscmbkd cage have
to follow this instruction CZH’I the same cage number. See CAUTION 1.
result  in damage to the

The cages arc designed for marcrial  flow through the cage  in one dkction
Be we the cage assem- only. An internal lip at the feed end of each  cage (shown in Ftgun 5.74:
Miss have the axrecl ori- tnwenu material from migrating between the cage frame and the rrccn
entation.  Failure to follow This situation could cause  separation of the screen from the ftamc.  The
this instnrction can resutl in dirhargc end of the cage has no internal lip. Bc sure this internal lip IS

-. .I.- Cd --A nf ,I..- r..nm .d.a.n II... r.ae~  ic inc,ollrA SC+ f!Al ITInN 2Y. “n. L-...” V. “1,. .“p, . . ..-.. . ..- -‘D- ._ . ..- -.-_ ---..-..-

After rcassenrbly. align the cages IO rhc shaft flighiing as dcscribcd  in ltic
‘Service InstruCfions’chaptcr. Be sum rorlghten the fas~cnenpmpcrly.

-
- 5.74



,, , , CAGE SCREENS A,~ \z;;ky’, ,,

F6gWCJ.I-r
Orientalion  of Cages

- LIP PREVENTS MATERIAL  INTRUSION
BETWEEN SCREENS CA&T SPLIT

FLhNGE

5.7-6 ut



5.8 Ress Shaft

0
Thcptcssshaftaxsistsofrtapaedshaftwithcrmrtattt~fiight-

ing. When the shaft is turning. the flighting  pushes the nutuiai  thmugh
the press. As the material xlvattces toward dtc dischaqccnd of the shaft,
the innrasillg shaft root diatnctcr incteases  pressure  on the matcria!. This
prcssurc  forces the water out through the screens.

An elccuic tINnor drives the shaft through a speed rcdueing gear box at
the discharge end of the press. The shaft is suppoztcd on two sphaical
roller bearings. One is part of the thrust bearing assembly locatai  in the
feed hopper. The other is in a pillow block mounted on a bracket on the
discharge box (bchvcen the discharge box and main drive coupling).

The press shaft can bc steam heated to improve cake dryness. Steam feed
and condensate discharge for the shaft ate both at the feed hopper end of
the shaft.

l

This section dcseribcs the pnxedun for removing and installing the press
shaft. Before making any repairs or alterations  to the press shaft, rcfcr to
the ‘Shaft  Inspection. Repairs, and Alterations’ section of the ‘Serv-
ice Instructions’ chapter of this manual.

When pcrfonning the pmccdurcs  dcscribcd  in this s&on. refer 10 tine
‘Specifications’ s&on of Chapter 1 for component weights, setup
dimensions. etc. The lubricants used  in each component are spccificd in
Chapter 2. Fasrencr torque spccif=ations  arc provided in the “lntroduc-
tion’ section of this chapter.

Press ShetI Removal
USC the following proccdurc  to rcmovc the press  shaft:

1.

2.
3.

Remove the choke fact and the upper half of the choke backing ring.
See the Choke’ scction of this chapter for the correct proeedurc.

Remove the Pu-ust bearing assembly.

Remove the top half of each of the following components: feed
hopper. discharge box, and all the cages. The removal prrxcdurc for
each  is described c!scwhere in this chapar.

4.

5.

Separate the two halves  of rhc gear coupling (rcfcr  10 Ihc ‘Main
Drive’ s&on of this chaprer).

Remove the pillow block lip seals. Kext. rcmovc the nuts that auach
rhe cap (upper half) of the pillow block holrsing 10 the base (lower
half). Install an cyc bolr in rhe lifting hole provided in the tcip center
of rhc cap. Use a suitable overhead lifting device &I nmove the pillow
block housing cap.

m-s 5.8-l



C A M :
Keep lifting slings away
fmm the thin cladding on
the ends of the wetted por-
tion of the shaft. Faikrru to
follow this instruction add
result in damage to the
press shaft.

6. AttachasuitableovahcadliftingdevioctodK~Bcarcfulto
avoid pbcemot of liig slings close to the ends of the wcttcd
portion of I!K sh& This arca, about 3 incha long, is covcrcd only
by a thin, sheet metal cladding. Lifting in thii area will Rsuh in
damage to the pxss shaft. See CAUTION.

7. Using the lifting dcvicc  already attached. remove  the shaft f-am the

machine.

8. Remove the coupling half from the pnzss shaft. Follow the coupling
manufacturer’s instructions in Appendix C.

9. Mark the mounting position of the pillow block bwring on the shaft.
If a new prrss shaft is bcmg installed. mark the pillow block bearing
position on the new shaft, according to that of the old shaft-

:O. Rcmovc  the piliow block bearing. Rcfcr to tic ‘Pillow Block Bear-
ing’ s&on in this chapter.

11. If the shaft flighdng is worn, install new flighting. Sa Chapur 4, or
contact your authorized Dupps scrvicc rcprcscntativc.

Press Shaft fnstallatlon
To instail  the press shaft, use the following proecdurc:

1. Asscmblc the pillow block bcaringon the shaft in the position marked
during disassembly. See also Step 6 below and tic ‘Pillow Block
Bearing” section of lhis chapter.

2. Mount the drive coupling half on the press shaft. See the “Main Drive
Assembly’ section  of this chapter and the coupling manufacturer’s
instructions in Appendix C.

3. Mount the choke in position on Ihc shaft.

4. Attach J suitable overhead lifting device 10 Ihe shaft-

5. Using the lifting device previously attached. place the shati into
position.

NOTE: Continue to support the feed end of the shaft until after the thrust

lxaring is assembled.

6. The pillow block bearing must “loat” aially in Ihc housing when
the press is operating  to accommodate lhcrmal growth of the shaft.
IXcrcforc.  proper positioning of the bearing in the housing is impor-
tant. See rhc ‘Pillow Block Bearing’ section of lhis chapter.

7. Asscmblc the feed hopper, thrust bearing assembly, discharge box.
choke, and cages as described clsewhcrc in this chapter.

8. Align Ihc drive coupling according IO the coupling manufacrurcr’s
specificationr. Attach the IWO halves  of tic drrvc coupling. See
Appendix C and the ‘Main Drive Assembly’ section of this chaplcr.

0

-
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6.8 Pillow Bloc’ %aring

0
Amperedborr,doublerow,sphcrMtollerbcatingin~#rledpiUow
blockllousingsuppo#thedl~uldofthcprcarsh.aft.Tllc~
is mounted on the shaft by a tapered dapter sleeve and nut Figure 5.9-l
shows a cmss section through the pillow block. The pillow block is
mounted on a bra&t which is patt of the discharge box.

Figure  5.9-2
seal Detail

1 HOUSING
2 BEARING
3 ADAPlERWllHNUl
4 SEAL
5 SEAL RETAINER

i lue5.9-1
how Block Bearing

cw

When performing the procedures described in this section, refer to the
“!&ecifkatlons’ section of Chapter 1 for component weights, setup
dimensions.  etc. The lubricants used in each component are specified in
Chapter 2. Fastener toque spccifmtions  ate provided in the ‘Introduc-
tion’ section of this chapter.

Pillow Block Seals
The pillow block grease seals are spht so they may be teplaced without
removing the press shaft. To replace the seals. use the following pmce-
dure. The puu are identified in Figure 5.9-l. Figure 5.9-2 shows the
seal cross section.

Remove the old seal as follows:

1. Remove both halves of the seal trainer.



igufe 5.9-3 uod
ml lntlul&ion

t. RyrbedddowdtkkdogaQrtidaitbdtaBs~aag
fmaltbcllous&

1. Runovcdlcgwtcsrpring6untilcinsidelipdtlwdw~the
g8llcrsplingltmovd.splitttusalaltdtunQve itfromtbcshd.

1. nlcg8ltcssplhglusahookonalcaldMdrlooponthcolilcr.
UfIhOdCthCads~ -~lprmsFN

lllStdltbCOCWSUltEfOUOWS:

I. Placethcgma7springfardlcnewdontbcsla

2. Applyrstdlanwttufgteascothesidamnwlwctbcrertlip
WillCll~.DOtJOtlTp&~ffdlfOlkdOWH-ff
thebures~.

3. !scpmtclhealtendsofthcncwsalsidcMyssolhcsalfamso
helisrsrboMlinK~5.9-3.Donwa)t~fbnr~~~u
“wshopc.scpmuthculdsfaululghthatthcsalanslipova
thCdl8ft.M8kCSUICthCdlipVOidf&BtklYXCUVitY.

6. Insattbe~springintotbclipaniagloovc.Tbcbmk-Md-w
anuuctionmustbcukast4YComtksplitjunctum *rw=5.9-3.~aplthtfwtaltorvndbwbaeavityuatitkoucha.~
SM tbe split ends are well aligned.

5. SturirrsatingthesulinmdKuvitywiththesplitj~utop.
Compass rhe CID slightly, until the split junchue is inscad D about
half its width. Then. working away from tbc split. amtinuc passing
thesealintodKavifyuntiltheatircruihrzbccnautDdinu,the
cavityrecns.ntcntapcvcnlycllamundtheback~oftheSd
until it is completely seated.

6. lnsmllbothhalvcsofthcsalrcmincr lnd evenly ligtltal all the
rcuincfsctcws.

7. Repeat the proccdurc for the other seal.

pillow Block Bowing Removal

Rawvc the pillow block beating by the folbwing pmdurc, rrfaring
to Kglm 5.9-l.

1. Ranmethegcarbux.Urthcpfocedufe&scribedinthc’MainDfM
As$etnblf section of this chapter.

2. Remove the coupling half fmrn the press shaft. Follow the coupling
nunufacturer’s ins- in Appmdix C.

3. Ranove the pillow block seals. See Pillow Block Seals’ in this
section of the manual.

.-
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0
4. Removcthtfwrnu~thatutachtheuppuhalf(cap)af~piIlow

block housing to the kxver half (base). Install an eye bolt in the lifting
hole provided in the top center of the cap. Use a suitable overhead
lifting device to remove the pillow block housing cap.

5. Mark the mounting position of the bearing adapter sleeve on the shaft.
Mark also the position of the pillow block base on the mounting
bracket. These marks will be used to position the bearing during
reassembly.

6. Place a lifting sling around the shaft between the pillow block and
the discharge box. Attach the sling to a suitable overhead lifting
device.

7. Using the lifting device attached in step 6, lift the shaft to remove the
weight of the shaft from the pillow block bearing.

8. Remove the screws that rttach the base of the pillow block to the
mounting bracket.

9. Remove the iccking key from the adapter nut then remove the nut.

10. Remove the bearing from the sleeve. Due to the limited distance
available to raise the shaft (Step 7). the bearing will probably not clear
the shoulder in the pillow block housing. Therefore, it may be
necessary to slide the pillow block base on its mounting bracket,
toward the end of the shaft, along with the bearing. Removing the
shim under the pillow block will provide additional clearance.

11. Remove the bearing adapter.

Pillow Block Bearing Installation /
Use the procedure that follows and Figure0.9. to install the pillow block
bearing.

1. Place the bearing adapter on the shaft with the threads toward the
drive end of the shaft.

2. Install the bearing onto the sleeve. The bearing has a tapered bore;
make sum the large end of the bore goes on fust.

NOTE: The distance available to raise the shaft (Step 7 of the removal
procedun) is limited to about t/4 inch. If the pillow block base
is on the mounting bracket before the bearing is slid into place,
the outer race will probably not clear the irasc. Therefore, it may
be necessary to lift the pillow block base into position under :he
bearing, and then slide the bearing and pillow block base into
position together.

0

3. Position the adapter sleeve on the shaft according to the marks made
in Step 5 of the d&sscmb!y p~~~cdutt.

4. Attach the pillow block base in the Fosition marked on the mounting
bracket in Step 5 of the disassembly procedure Be sure to reuse any

- 5.9-3



Figure 5.9-4 -
Tightening the Bearin&Nut
with an Impact @am

Figure 5.9-S Y4D
Checking Radial Internal
Clearance

shimsthatwereuuderthepillowbktck.Tightenthesuuwatothe
specified torque value.

NOTE: When the steam heated shaft wamts up during operation, its
length will increase due to thermal expansion.  To allow for this 0

thermal growth, the bearing floats axially (towards the gearbox)
in the pillow block. Make sum the bearing is installed with the
specitied “end float” allowance, dimension “A” in Figure X9- 1.
The actual BmOunt of float is specified in the ‘Specifications’
section of Chapter 1.

5.

6.

7.

8.

9.

Install the bearing adapter nut The face of the nut with the tapped
holes (for the locking key) must bc facing away from the bearing.

Use an impact spanner wrench to tighten the adapter nut. See Figure
5.94. With a feeler gauge, check the radial internal &trance (the
space between the outer race and the uppemwt roller). See Figum
5.9-S. Continue to tighten the nut until the internal clearance is
reduced to the specified amount. See the ‘Specifications” section of
Chapter 1.

Engage the locknut key in the keyway and attach the locking key to
the bearing adapter nut.

Install the housing cap and the cap nuts. Tighten the cap nuts to the
specified torque value.

Install the grease seats in the pillow block. See the procedute under
‘Pillow Block Seals’ in this section of the manual.

10. Install the gearbox, coupling, coupling guard, motor drive, etc. See
the ‘Main Ctivs Assembly” section of this chapter.

5.94 -1



Chapter 6
illustrated Parts Lists

This chapter contains tab&ted parts lists for the Dupps Dewatering
Ms. The three sections in this chapter contain the following:

6.1 illustrated Parts Lists
nKlistsinthissationidentilyallihcpansin~press.IbePARTNO
columncontainsDuppspartnumlzrs  forrepairparts.l%e  word’XIontig”
inthePARTNOcolumnmcamthepannumbadepmdsuponthe
configuntionofyaurspaciricpressIntheseFascs.thepannumbermay
he obfained from the Configuration Sheet in the fmnt of this manual.
More  information is given for spsre parts in the next section.

6.2 Spnre Parts List
Selected pans in this list are flagged as recommended spares. This Iii
also identifm commercial components, which are cross-referenced in
the next sectior1.

6.3 Commercial Parts List
This sectiou provides a cross-reference to the comma&J components
in the press and their respective vendors and vendor’s pan number.

Figure 6.1- 1 identifies the major sub-assemblies of the press and provides
a key to the figure containing the parts listing for each subassembly.

- 6.1-1



1 Steam Joint F&we 6.1-9
2 Thrust Bearing FQU~~ 6.1-l
3 FeedHopper Fwre 6.1-3
4 Primary Cage Fgufe 6.1-3
5 Inleffnediale Cage Fwre 6.1-3
6 DiirgeCage Fwre6.1-3

Figure 6.1-i
Dupps Seriu 36OOB Dewawing Press

7 Dischafge6ox Ft~liie 6.1-3
6 ChokeAssembly Fwre 6.1-5
9 Motor and Gear Box Fwre 6.1-2
10 DriveCoupling Figure 6.1-2
11 Pillow Bbck Bearing Faure6~1-6
12 Cagebdjustmenl Figure 6.1-66 6.1-7

1WI05

6.1 Illustrated Parts Lists

The parts lists include REF numbers keyed to the illusaations in the
section. The PART NAME column gives the part description. Specific
Dupps part numbers are given ior service parts.



R E F  PARTNO. PARTAME
13 cob...,uxr- rrumcu-- ----
14 llm41 WY, ouw shin
1s CoNFKi of- cww
16 lWO19 CarprnoQurd

CoNfIG malw. cede show17
coNI% ofw SheaH10

19 lxwffi Grhawm
20 xQzz3 *-to x3 HX Hd cap sm. Ge
21 107605 eumg.  Momr  shalt
22 CONF IG Mole! SheM
23 124155 kknum
21 114335 wy. uomr  smn

tEF PART NO. PARTNAME

;
w.“.. N Mola my ollmcs)
, ll)WO 9+ll~l%HxHdcaQScr.~s

3 ~042s3 !+-MOdLDcMnI
4 , tam6 %-10 ma t&t.  tile
5 la?437 w Md L-r
8 108017 1-8x6Hxmsc7.~
7 lZ3WS PII. *Ta
0 10299 14 Nm MJI. M
9 119876 RI. WkKm

10 119639 2%' Lkd Lo-
11 110638 2V,-,'4  x 3% HI Hd W *. -
12 I ,‘a5 wy. mut slm

@ bsx4..mba
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FEED HOPPER SECTION PRIMARY CAGE SECTIONIS)

yq,p,y ppppp””

REF PARTNO. PART NAME REF PARTNO. PART NAME
- i - 118751 14 Cdp.9~.  316%x 4 HI W - - 8 12984 y.z’~AlimntRn

2 llW?Z 1-dx3HaW~Sa.31658 Y 122817 Orm*yW(l2ypraw
3 1167w 14 i 2’*2M(r  w Cdpsu,  316 ss 10 CONFIG Mmppercapselusaan
4 1187Y ldl+mNutJWSS 11 WNFIG Pi-mmy  CdgB sol li -.
5 llwo4 lhR*-.316ss 12 CONFIQ b-m.!  suwn  (2 pa apI
6 c1nu 1-n-,316ss 13 CONFIG FaHopprWW=-
7 !2!4!! !kF!D~-z  *‘A- ‘!C.$s 14 CONFIQ,.11-.- m HLvpr Low sawn

Fe 6.173A W-l
Feed Hopper and Prhaty  Cages

-
6.1-4 -
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Fl
I n

INTERI-IEDIATE CAGE DISCHARGE CAGE 0 I SCHARGE BOX

f
A A

IEF PART NO.
1 1187Sl
2 121227
.9 121414
4 123la
5 11879
8 121416
7 (21415
0 121417
0 12122a

10 121617

PART NAME
l-dr4lJ1HdCepSa.316SS
1~*~7’.sHIWCg&.3l6ss
1!+7x3nxwcq50.31ss
l%-7r3~wm~sab.316.ss
Id HX Nut 31658
14nRalwmhm.2’400.31@-%
1vdFhlWaha.316ss
1 V& Flu www,  v, lhc 316ss
1 v*-7  Her Hit
1%-n Lodmuhe.  3lGs.s

REF PART NO.
11 CONFIQ
12 CONFIG
13 CONFIO
14 CQNFKi
15 c4JNFlG
IS ttwn
17 D
l 1 2WP

b 120710
c 11wm
d 122056

PART NAME
hBmMCgS*Wh=l

:...,.._ * I 1D w-,gwe “.,--I&J
.wmediafe  Cage, Discharge Cage and Discharge Box

- 6.1-S
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107

REF PART NO. PART NAME REF PART NO. PART NAME
1 121117l 13 1211725 --a smg ia Wd)
2 128663 ==S- 14 128728 LP su. lhlla  Brlhg
3 12mQl El-d Rmb. lhnm smhp IS tonz? V.h.SosMP~Rq)
4 128707 Rlkr.  llwd bmhg  sad 16 124431
6 lOP37 7..x4ynxwc4lSa,c*5

‘r-hk.&mrFBbq
17 12872s SlOPDnw.-Jdn

6 louo7 *ii  x2hn~mCqZb.aa 10 13ma kuwbhr.shmnBr~
7 toam *l6x*Nxmcapsa.e2 10 128711) LP~,~H4@~
a 126727 'n+-1Jr2!+SmndcqSa 20 1267a) ~ocn.FdHnpprswl
0 128583 llwud Bmp. sptmw Rda 21 119960 ~+13~*~~m~psu.316Ss

10 1206e Skll smalg. cwmkal  RollI 22 iimm '4.h.MWLocJmahm.31655
11 12l6~ O.lllbJ.Wl.WLbCVlbn 23 12wos mslw,FldmPlm
ii ia cwilq. 37%  vim 24 iS&i?.i

~.. _
i~-iixiswmGmpc;g

ia*,rm x ,A w-'
.&LuC -2.a -

lrurt Bearing Assembly

6.16 -1



05

REF PART NO. PARTNAME REF PART NO. PARTNAME
1 las.2 clwlmfaddmg~~.318SS 7 117w4 t+ta~2kmm~ps~.316ss

2 COWFIO c?lhhol%ng~Pa).31086 8 lam20 la9314 ‘+13xl’~H1Hdtlp&.316SS Q 110435 :~socwcdpscr
4 llsma ‘s+-LcdwMt~.  31658 10 llW36 %-II klhCemfLodrrwkr
6 I- 1~r3%lixHdcq&,316SS !I 1 t-7 ‘,+13 *I Ml& 316 ss
6 lam1 l’~Me&Lodmlm.316M

igure 6.1-S W-!
bke Assembly

- 6.1-7



REF PARTNO. PARTNAME R E F  PARTNO. PARTNAME
1 1lM75 V,-10x1%-t4uHdCg&.31655 5 116613 1-6xsHxwcpsa.91058
2 116603 %-l&d.  Lodumhu.31666 6 lPB33 *c)ld  Luo. mw-
3 110440 1-6x6H~tkl6616uew,31666 7 116753 l'Lodauhr.3166s
4 116752 16WPb~t316S6 6 I16604 1'NtWmlm.31666

igwe 6.16
rimmy  & Intermediate Cage Aajument  Assembly

W-l I1

R E F  PARTNO. PARTNAM REF PARTNO. PARTNAYE
1 116516 1-.9~2~~~xmc~6~,3t666 5 llB1Y) ,-6)r5H1W&1Scnr.316S6
2 116763 1'Le&wwlw.31666 6 llWl3 1-6x5c(rndc4l6u.316ss
3 limo4 1'R~Wah.31666 7 12129 Wm. Cw eMs h'
4 1167Y Id Hw p*rt  316 66 6 !2!2’E w?r). c2ge  Beck l+

:-...._ L I v wn351gyc 0.1-I
Discharge Cage Adjustment Assembly

6.1-E -
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REF PARTNO. PART NAME REF PARTNO. PART NAME
11662? PlilWBMc*umW(nd~ 4 124645 u,sw

1 IlaB Mmlq.  RbW Blodr 5 12467 seal Iwaker
2 11w10 BUmg. F#lanLal  Robr 6 102161 *-16irmbrWcwsaScr.GfS
3 11c911 Bpmq  *bpw u Nut 7 1043 10 *'MWLOdWMW

igure 6.1-8
illow Block Bearing

--

b l-9



R E F  P ART No.  PARTNAME
1 123231 3’4..  Sam km1
2 129006 CordolYb  Turn
3 119586 I’,$ L 1% Rpm LUhhg.  316SS

igure  6.1-P
earn Joint

W-l



62Sfmmparts

e mss.eaioagiveoDuppspelKaumba,fclr~Mdrq3sirplroihe
‘SandCcululnnsarcusedmidcatifyrrcommcnded splrrprmd
coalmad pans lspcctively.  Raxlauoclded rpuepuu-bc
stocked et your facility, in the quantities shown. to mha dmvntimc fat
maintolure.-P2uts6?ecrmA-rcf~intheautsecticNl

FIG i REF) PARTNO PART NAME IOTY s7

6 l-2 Is 12lS3 R-m 3 s c
6.lJ1 0 1m17 wy*rpm 12 s,
6 1~U 12 CotFbQ Msuun 2 s

6.1JB 12 WNFIG mrsoan 2

1 FZL',",,

s t
6 1.36 13

zz
7,
21

s j
61-36 15 s !

61ZI6 16 L 1 ton1 [ ca*smu. -A--V 6; S j
614 01 la%3 / ~emwl.syrm~
614 i 101

( i

lea2 i sun~mp.sprulslR0bf I
:I s 'c

s !c
61-4 11 121(192 i 0rrp 36t.po~uvbn

12 j
2j 6 jC

614 12eR4 / D---a-m.VM / 1 ; i s ic

614 I 13I lSX?S /
'

I-spno
1‘ ! j Lq ma. lhhnrt Elwq

6: S jC
614 126726

I
li s it

614 1s ! IiS / wm8.FulmPm I 2;- - - sjc
61.5 I 2 [ CowiG j CnomFaa 1' !j i
61-S / 6: 12%02 i ticyama 3i s /

-
6 1~7 I 7 !

6 l-7 61
12lz.339 1 smrn~ cap Back h“ li s ;
1212.36 I prm~BDdr% 4 : s i- -

6ld I2/
-i-----

110910 i E-mospMKv-
61d ! i / wm*

1; s/c

4: 124645 2i s ;c

I -i 120633 / lwm-yS(lmJomlRqrrM 1; s ;
-I 127mA ! AuC~rdalwmuU 3; s !

-i -iG ~*=6twcmBR~tl7~I-) 10 : s i

Figwe 62-l
spm Pans List

.-
- 6.2-l



6.3 Commercial Parts

This section pmvides a cross-reference between the Dupps part numbtx
and the Vendor’s pan number for commercial parts used in the dewaur-
ing press. Many of these parts can be obtained locally.

PART NO. PART NAME VENDOR OEscRlPlloN
llG662 Flb*mchHmehg MtiU S&=6606&21
110910 Pllb#mJdlBawbg FAG po568K.MB.c3
110811 artng AdapIa  d MA MevIe SMP 3m610-6
12a?31 IbmyStrmJohl JDlnrm 27SDL-NM
121263 V-MI maeh 6VXlVJ
121662 oih~.~l.mcwvlmn
124645 .sm# .bhls-Maw RlOSo-1lYBRiiP
126662 brcno FAG zIw6 MB.c6
126s a*o FAG aD332E
126724 cmlg, 379.  blmn
126725 wwa spno M* 5580886
126726 UP- Grbch 23X77m
126728 up s-1 Gulodc 23x6676
126724 cLfing.  379.60 L!w blmn

Figure 63.I
Commercial Purrs List

----- -
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Recommended

Appendix A

Tools for Dupps 36008
Dewatering Press

A.1 Recommended Tools

llc following is a list of mols tcquircd for insmllation and m-via of the
dcwamingprtst.AUwrrnthsizesarrininches,unkssochawisenoted.

-
Wrenc!m

0

Dcpcnding on the particular installation, nuts and bolts could vaty in size
from those listed. A complete set of w-renches of each type (up through
the largest size listed) is rccommcndcd.

‘4-b Drive Sockets:
Sockets: ‘/ls and 3/i.
Ratclat handle and bnxkcr bar.

3/4-in Drive Socket&:
Sockets: 1%. 1’4 2 29’4I. .
Ratchet handle and breaker bar.

Open End Wrenches:
‘46 and ‘46 (2 each).
1’4 and 3’4 (1 each).
Adjustable: 12-inch and l&inch (1 each).

Other Wrenches:
Toquc wnch(es) covcing the tange: 160 lb-ft to 1050 lb-ft.
36-h pipe wrench (2 each).
Spanner Wrench: din to 6$in.
I3caring nut impact spanner for 28Omm bore bearing (SW Pan no
718911 orequivalent).
Hex (Allen) Keys, small ?Jld large set tip to ‘4.

General Tools

0
Impact wrench ?4 or ‘h chive. with %-to-\~~ drive adapm.
Thickness gauges (std fcclcr gauge sc:)
Dial calipers with end ground to go through inner screen.
Drift pin with ‘4 ICI ‘4 tapes.

- A.l-1



Hamma-s: IO-lb siatge, bms, ball pcm.
Come-alongs (2 each)
Hydth Jlic jacks, IO-ton (2 each).

Listing shackles. 1500 lb min capacity (4 each!.
Nylon slings or braided wire chokers. 1500 lb min capacity (3 each)

Arc welder with carbon air-arc attachment,
t&in 3 16L stainless  welding tuds.
‘h-in carbon rods for air-arc,
Hand-held disc grinder (pneumatic or electric).

Suitable lifting and trmqxmation device (e.g., forirlift) forage removal.
One cqe half weighs 875 pounds.

A.l-2 -t



Storage of Inactiwe

Appendix B
Dewatering Press

ltds appcdx giws the picf+xuJ pmccdutc for long-tam stotagc of a
new. limommhsionai dcwaarilg ptcss.

B-1 Storage Procedum

Theprrssmuwbtstorrdinasheltamprotcrfitfrorndirrctuposurcto
weather.  A heated. dry enclosure is preferred.

Prepamtton for Stomgr

1.

2.

3.

4.

Plug and seal the inlet and outlet potts in the rotary steam joint.

Make sure fhc choke is in the fully retracted position. Plug and seal
the ports in the choke air manifold.

Coat the drive coupling and other expose4 metal surfaces  on the drive
with a rust-inhibitive coating.

Be sutz the pillow block bearing and tbc thrust bearing assembly arc
filed with the rccommcnclcd lubricants.

Mainhnanca During Stomge

I.

2.

3.

4.

hbimin the gearbox and drive coupling according to the trquirc-
mcnts published by the manufacturer(s).  See Appendix A for manu-
facnum’ publications.

Every three months. check the rust-inhibitive coating on cxposcd
(unpainted) surfaces.  Rccoat as necessary to prevent NSI formation
on lhe parts.

Every three months, purge the pillow block beating and thrust bearing
assembly of the old grrasc and refill with fresh gxasc.

Every three months. mtatc the press shaft at least one full tcvolution
to distribute gfcssc in the bearings.

- 8.1-l



Appendix C
Vendor Information

Tbiseqpndixculltissaviceinfamrtiollprovidcdbythcmanufsctur-
crsofcutain-comprmmuuscdoIlthcDuppsDewataitlg
Pms. coaact the vendor or your Dupps m-vice rcprestntative bcfm
pcrforming~procedunsthat~notincludcdinthese~nmuctions.
Below is a list of lhamre included in rhis appendix:

Mfr. pubno.
Pah c+sts11o
WI 1r410
Paa 11460
=aR 143-130
am uA216%3
mm 104.SH4
Jakmml  mu
- ls.w-2
wmoll IS-101
MaI Pas Ia!
Fbnotl *~ SK3616

sublaa
uubl Pwm  l.ml
amaw - Sprmollonr
Gmmx InolllMl  b klhmnm
ciarbr oil bd hsw*m
-WV P&m Lkf
-m Inroh~O
SIlm  Job-J praw 34*27sat.w
!5mm.bhl Innldmkim.  11p N Jdn(
SmmJohn hlbJ~&mB.mJohrn
s)mJMc  onl Pfodti  omm shm.1
A*cl(kbr Pm6 Lint

-1 C.l-1
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INTRODUCTION
The lollowing  i”,,rutti.,“,  apply 10 all standard  Folk Speed Redvten
shown 01 righ+,  and o,so  Type GHB. If a unit i, furni,hed  with ,p.xiol
fedurer.  refer +o the supplementon/  i”l+ruc+no”s  rhtpped  w++t +he “nil.

‘&xii+ lor long wrvice and dependable  opera+ion  01 a gear  drive i:
often gken to the e”9ineeo who de&awed  il. or ++w croh,me” who
cons+ruc+ed  it, or the rake engineer who recommended the +~pe  and
sire. Ul+imo+e  wedi+ belongs 10 the mechanic  on tie job who worked
to make +he loundolio” rigid and Ie~el. who otcurotely aligned  the
shoti  and carefully inrmlkd  ‘he occesrorin.  and who made we +ho+
+he drive received regular  lubrication.  The dsloib of Ihis  imp&o”+ job
ore the wbiec+  of this  monuol.

WARRANTI.-The  Folk Corporotior~  (the “Company”) wrorro”n Iho+.
tot o period of one yeor  lrom the dak 01 shipment. the produc+
deuribed  herein will deliver wrceufully in m+ed ou+pu+  os i”dico+e.d
on the “omeplo+e.  provided it is properly inrtotkd and mainloined,
correctly lubricated. and apero+ed  in +he e”viro”me”+ and within the
limit+  of speed,  torque or other load condiltons  for whrh it WOI wld.
Such produt,  is erpreuly no+ wormnted ago,“s+  toilwe  M u”ur+isl.x+cq
opemtion re,ul+ing  horn dynamic vibration, imposed  upo” i+ bY rhe
drive sy,+em  I” which it is installed unless the nolure 01 wch wbmti,“,
has bee” fully defined and expresly accepted  in wti+n”g  by +he
Company OI o condirio” of opero+,o”~

Consult  oppl,co,blc  kol and notion01  sokty  rode, for proper
gumding  al mtotmg  members.
Lrxk out power soYICe  0”d re”o”e 011 er+erncl,  ,oodr from
unit betore  serw,“g “m+ or atceso”es.

INSTALLATION INSTRUCTIONS

FOR SATISFACTORY PERFORMANCE,
CAREFULLY FOLLOW rHESE INSTRUCTIONS

WELDING Do no+ weld the 9”’ um+ howng  or oc<e,ror,e,  w,+he~t
pro, “pprovol from the FOIL Corporoltw  Welding on Ihe ““a+ may
<ame  dMo,+lo”  of +he how”9 or domoge  lo +he beanngr  and gee,
teeth Vveldmg w+h”u1  m:or opprovol  <ould  rad +he ,.,orro”ty

NAMEPLATE -~Operote  und only 01 horwpwer.  rpeed and mho
5hm.m  on nomeplo+e  Below 6long4ng  0”” o n e  Of alle$e  rub”,,,
mmpletr “umeplote da+o  a n d  “ew oppl,,aho”  <o”d,+,nm  lo +hr
Fortory to, tmtec! 04 iwel, pa+ nnd oppkotao”  opp.orol

T~G++TEN~NG  TOPOUES~Fo~hnen--  PO* 2.
GRfASE LURRICATED  BEARINGS-h  Page 3.
STORED AND INACTIVE UNITS-See F’oge 4.

MOUNT HORIZONTALLY CAUTIONS  6.400 UIM wth baw hot,
2O”lOi unie5,  ct hCI be3 rperl+lrally  ordered bl mn”nmg  eil ““ether
~,,st,on It /, II wxe,,ory  to mount  +he ,,“,I I” o d,“erer, po ,,,, a”
1,~ .w that tar rhnh I, ~0, ordrrrd  ~o”,uh Tire ml, Coipotot~~ (0,
lhongel  “eclY\“‘” to prurd*  proper ~“brio,,o”

FOUNDATION. GEMPAL too(o<~lt+n+~  011 drosnagr  I!c,<>!<.  o/v ,,I,,(
la”nda,l”” akwr ++I* wrromdlnq  “ool krrl 0, ,Ilu,tlo!fd  I+ dwrcd
~vpi<,<c  Ihr unit WI d,os” plug r\th ,, ‘avt but ,
pz.,“sd?  0 Q”O,d 10 plo+r<l Ih,. “d”f +rwr c ~I
UL I ,c,rr\rul  brroriiyr

Y

FOUNDATION, STEEL- Whe” ,“ou”+i”g ““if
“n ~+ru‘+uroI  steel.  I+ is recommended ++,a+ .,”
engmeered  design  be stifized  :o, o br,u-
plo+e  or bed 10 provide sufficient rigidity, to
prevmt  induced loads from distorting +he
howing and causing  gear  mis-
okgnment,  In +he absence of on
engineered design. if is recom-
marded that  o baeplote.  with
+hUk”n,equo,+aor  greo+er  ++,p”
the thkknerr  of the Y”,+ ke,. be
lewrely  bolted  +o ,+eei wpport,
or&l  extended “r&l the entwe  ““l,
05 Ill”r+ro+ed.

FOUNDATION, CONCRETE ~-II  o <o”<re+e toundotian  ,I used,  “Itow
+he wwrete lo ret hmlv brlore b&m down +he unit. For the be%+
type “f mo”n+ing.  grout ;tr”~1”rol -
,+eel  mounrtng  p o d ,  *“to the Ae-
m o u n t i n g  bo,e. 0, ~liu\lrn+,4 a.6
rnther  rho” grou’,“g
will,  inlo ,he ron<rete~ --i

‘h;~UOlt-z  &~. ,. ;.;  ;<: .: :.:. :;y::

MO+WI  and other  rompo”en+s  (whe+hw  moun+ed  on motor p&r
amo(or~L~,mo~~wm,~dlgnddudngrhipnm(.AWAYS
chwk alignment aitw inr+rdiation.  Refeer  +o Pn9e 2 foor aw,xling
dignment  inrtwctionr.

UNIT ALIGNMENT - Ahg” t,m+  w+h drwe” sqwprnenl  by ploong
brood.  Rot shams under “II mou”+,“g  pad,. Slort a+ the low ,peed  ,hok
wde and level o<ros, +he length and then +hv *mdrh  0, rhe u”,, Check
rrth  o leelr~  gouge m r&e <ertos”  *ho+ 01) : :>d,  ore ruppoilcd  ‘o
pieven, di,,or+w” o, how”9 when ““1, I, bol!r-,l  duvv” nbr VI”, 8,
dgned  ~8th dr,re” mo<h,ne  and bolted  down a,,gn  p,::’ move, ,o
.n,* snpirt  ,+m+t See Page  2 to, K,uphg  o!i~“‘“e”’

I, equ\pw.w+ I: IP‘P1It.d i/_.rn folk rnc,“nrrd  V” 0 bedpiofe~ the
~nn~~.~renn  rem o<<airuW,  ihgned ot W, .w+h the txdplu+e  moursed
on o large Rot wembly plate  Shtm under rhe bedplote  I<N! pod,
until  the bedplofc.  \I kv~l and oil lee! o:e I” the ,omr plone
Check  ,hr hsgh ,peed  shah :oupl.“g oi,gnme”r  I( +hc <uupi,“q 0%
mw,lc~ne,+ vhe bedplulc II ,h.rrwwd  wo,retliy R&urn  bedplate  or-d
.rihecL hgh ,pc& coupl,“g  nl,g”mc”l  I+ “ecerlory.  *snl,gn m,,,c,,



MOTOR UACKRTS--lb weight, location and stwiitq kxqua of the
SlSOlOtWiU--brodpak*~hmwdOnabhUiSl.Thil

~kc~ wppom IX ” d bracket ex(snsicm ore woihtk from Folk
wfK4hMdwmolaM5mo”ntOd~FdkorRmc”sloma.lacampmsaN
for dcfiedion cowed by hcovy motors AND ,” 04, CORRECT
COUPLING ALIGNMENI.  use m”m shims under  the mw molar  fe#
thhon the kctnl ket

chnh olipnmt aHn inhllatiom Rchr 10 cwplinp olipnmntinsWudfons blow.
SHAFT CONNECTIONS

COUPLING CONNECTION - The pedommcxe ad life d my coupling
depends largely  upon how well the coupling is instolled  “nd serviced
Refer 10 ,he coupling m”nuf”tiwer’s  mon~l rW specifit  ivstrudiix.

CORRKT METHOD
Herd intelfefenncc  fwed ‘“Up.
tin9 hubs. pinions. sprocti  or
pul~m” m”xinwm of 275OF
,135~Cl”ndslidec+ll”unrsh”f,

-CAUTION -

INCORRECT METHOD
” NOT drive coupling hub,
plnl”“, sprocket or pulfq  ““ha
the shot,. An e&.,&e blow on
the shah may domoye  geoo
“nd bearing,.

DO NOT HAMMER

Provide suitable Buonlr in
accordance with OSHA rtmdordr.

KMKSTOP- To pewv~3  damage  (0 bo&t”p due to irxnnc( m&o,
rhaf+r”fWf”n”,rmrtup.  coupling~“nNOTasswnbfad  vhenunih
on furnished with tmckstops.  After c”mplHing  the eledric”l con.
nution.  chuk molar ond uni, rhoH ro(“Hons. lhsn compleh align-
mwtt and 0uamMy  of coupling

PALK COUPLINGS- D&M ins,o,lo,~on m”w”Is  “re “voiloble  from
the hcmy and your local  Folk Rcprmn,“,ive  “, Dis,,,bu,“r  ,u,,
prowdc size  “ n d  ,ps dasignohons
stomped on the couphng R&r ,”
Monuol428-0l0f”rYeelAsr  ‘““plinys
OMJ Monuol 458010 for Gear r”“p~
finy, la, lubrcon,  rec,wremen,,  and o
lhng  01 fypx”, lubrconls meany
Fdh specrkot~o”,. . . -
The f”ll”x~,ny ,ns,rur,,“n, “pp,” ,”
c”“pl,ng o,tynmen,, Steel”.. lh”srrokd

Gap and Angular Llipnmen,  il pasbbls, “her m”un,mg couphng
hub,. p.xi,,on  !hc drwtn<, “nr’ .‘..r.n wan IO the, the dabncc L,&+,wn
,hofl end, I, equ”I  1” th? ‘“vpling  yap, Ahyr ,he ,h”lh by p,otw~ a
,pa‘w block,  equal  ,,, “~km, to reqwod gap. bet,.~een  hub fo<a, “I
shown &ore. and /: m 01 90° tntarvoll  “round  the hub,  Cheth  w,h
kk,,

ofhal  Alignnun* Ahy” ,hohs d
dowing “nd drwsn IW,,  Y) ,ho, o
mnghndg wii rrv x+rareiy  on tdh i’,.;
‘wphng hub, o, ,lx .vn ,<I ths rryh!
on.3 “lso a t  PO’ #“kwi”h  T,yhten
tDund”,,on b”,,,  of the conna,ed
aqwpmen, and rciha<t  “lgnmrn,

,qrJ&

and WP IMk. “knlmmd

? l S E R V I C E  M A N U A L  I48 0 5 0

OUTKMRDREARlND-+Ammtdraoutbwrdbminpmduniionacmmanfo”ndotionu,~~{winshfhmon~ifsa4nkq
should OCCUL  ering the arcbwrd bearing b the mtmd hwimntdpowkmwRhbroodkJl~ms”ndudm  owhngpod.AJign~
so,ho,thckwadissqwl~dividedb&w  -n,hehvounitbeoringrand
the outboard bearing.  tin, o stop box q”,ns, ,ha pillow bloxh f”“, 0
on Hu lwd sid= when lorgc  horizontal  1oc.i <“mpomn,s  OR cxerkd
on the pillow block.

SPROCKET, PULLEY DR SHEAVE CONNECTION--MoUsst  pow.,
~kcdhord~co~-nithou~ngmpa*U~~oroidundw
boti~~andrhoh~on.DONOTovertqhanbe~orchoins,
Adlust (0 monufocturer’s  sperifirotions.  Altgn the “vtpv, shaft of the
unit squon and ~rolkl  with the driven shafi  by pIwiny o stmightsdge
o(ross the fate of the sprockws  or
sheaves  os illustrohxf.  Check hoti. RlGd, WRONG
ronhl, shah olignmen,  b phcing * - ?_
one kg of a squorc  ap,inst the
1°C: d the lhm”e or ,pr.xket
w/t 1 ,he spiri, level “n the hori.
l”“i ,I kg of ,ha squorr.

%iiAKE  A.ND

TIGHTENING TORQUES
“m Ihe YOIUB)  medied on the tobk below fw lostening  m”,“rs “nd
Folk um “nd “CCCSMIICI  to ,har ~vntiny  wrfocn  with SAE Gmdc 5
or ASTM A449 non~iubricolsd  foskncn  DO NOT use Ihese  V(I,UH lo,
“torque  Ikxking” fostenw,  or ,“r fastening  components wrlh aluminum l
ket 01 virh  lab gosbk  or vibration  dampen  gn the mourrling surfoe
It the tlghtwring  torque  exceed,  the copauh,  of the torque wrench, use
0 torgue muntpiicr.

niphmni

2;=,

Gi-

:
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,.-DO NOT LUWCATK PASTENEI LS

rTlONLUBt
U N I T  LUBRICATION-Rwd  and corrl “u, OH inatrur,ions  “n
lubrirotion  plok and hnd “II *rominq  hag,.  Dehrm~nc mammum
and mxmwn ambvn! tanpcr”,urn  m vhrh the drive  I\ lo “pecote
mt‘, mod the SAL or AGMA tubwon,  “umber foor ,h”se -.~mf,er”,urc
condrlons lrcm ,he lubrrohon  pbh on ,hs um, sS!e!  I lubricon,
horn Manual  128-010 .“rrapond,ng  1” ,he SAL 0, Ath’l I*,bw”n,
““Wbel

I

OPtRATING  rErCPERA?uRE  - H *he unit is .apemkd  I” 0” orea
whnlimwm pamhnm  nwy wlh fha *son. chfslqa  Iha oil nscosi*
to suit  6. samon,  h,, cold WM~TC~ npootmn. uw o byht otl  ,ho, WI,
rl!rulo?e  feel” 0, 011 ,rme, The pour
pan, at me “11 Shdd be In, ,hon ,he
rnl”,“,“rn  ..tetmJt temperoturc  en MAKE
sou.1~r.d Du,~ny  no, .veo,hw, usa ”
hgh ,tyo,+ “ttl ,ho,  I.,,,, no, mnn w, M,N, ‘,
and Iny 18,  ,ubra”r,ng  qvolws

ROOM TEMPERATURf

-



l

11 a unit operates  in the sun OI ombimt tcmperotura GVN 1W’F
( 3g°C!.  dun rputil  -ras should be MM to prmaa  fhe unit  from
,&r emrgy. This pmkction  co” comb,  01 o co- om Ibe unit M
relkt~vc  point on the unit. If neither is psstbk.  a kol crchongn  or
omcr  coding device  may be rmqvied  10 pwmt the sump ampnoture
from eweding  ?he ollowoble  moximwn  a, 2W’F (93OCl.

EXTREME PRESSURE LURRKANT-DO NOT uu .Hmma pnrurn
lubvicnnt  in units quipped  with O” i-1 backsmp.  Unils so-
times  ore severdy o~erlooded due to o change in design of tie
driven machine.  o, o d,onge I” ,he notwe o, ,he mokrlo,  that i, being
processed This also occur, when  pow- rcquiremmtr  ore in excess  of
that origmolly  estimated  As a muk, the gear k&h may show signs
of distress in mC “o,we ol swifing. scoring  w pitting. Fw applkotio”~
of ,hi, “oture. on exmmc pn,,ute  lubriront  is rccommnded  This
give, rxdded  proktio” to Ihe gear tee,,, and may retard voring
and ,<uHi”g~  However, ,hc is no, o wre.o,l. Application, which
arc v~rely  ovcrlooded ,hould bs refe,red  10 Ihe hctory  for funher
study and recommendotior.,  Entreme pmw,c lubriconh ore listed I”
Mo”“Ol  128-010.

SVNTHETK  LURRKANTS -. Sy”tnek Ivbrkoctl  of the polyolphookfi”
type how bee” used successfully I” gear  drive, lo prorlde ccrtom
odvontogo  beyond “,a, ovoibbk  wi,?, Minm, Oil 01 Eztnme Pmwre
03 Depending upon operating cmdilio”s, th.zse  od~onloges may
,“clude:  longer  sewce life b&wee” lubricant  change, elimintiion
at need to rhonge lubriconl  to suit ,he seoso”,  opeeroting  copobiliher
beyond Ihe hgh onj low lempe,o,we  limin of Minerof  or EP oils.

5&x, synthek lubriconn in occordontc  wth ,peuCo,ion‘ in Monuo!
128.010.

Sp;,,,, Ld,,ico,.d  L&n-- Slondord Type  Y u”,n ore splash lubriroted
The lubracant  I, pi&d up by the revolwng eleme”t,  and dnstrnbuted lo
alI bearing,  and gear mesho

Unit with Haot Ex&ongws-Ckk  immedionly  ofhr rtimng  m
see tha t Iis* l ~timd  pump is circdoting oil prop&. lnslofl  o
,hut.oH or ronkd  r&e in the vmte4m inw fhe boot wchong.r
to mgulon ti vohr Row thrwgh  ti exbonger.  Also instoll  o
water  flow grss,ge  Lsmweecn  the rontrd 4.. .nd the l .cho”gw to
dnermina  Dctuol  Row mh. Diubcsrg. won. lo a” OPEN DRAIN to
pm”.“, bock pm‘sun.

Pm,sun Lubricohd Unih .~ Chwi  mmxedw~rely ol!er stort~ng  ha we
,ho, *he ,“te,“cl o, ei,er”d pump I, rirt,,,a+,“g  onI  properly Refer 10
Manual  ,48 93 1 for delok ,“,tw<l*o”,

OIL LEVELS Approumalz  <opo;,t,s,  o, 011 are ,ha*rr  on lh4 ““11
namep,~,e  P,,or h hllmg Type, Y ood “B redwer,. remove  the
,n,p&,on  plale  and FLOOD THE 011 TRO”CHS to ansure  o generous
Rev, of o,l to the bemngr For Type YBX. remora  oght gloss and
Road  WI pcssoges  Th,, pr,mmg  oc,,on  ,ubr,<om  and protects  the
bear,ny  un,,l  su”~,en, otl i, <,rru,o,ed b the rorot,ng  qeon~  After
o,,erof,ng unsl o lew mnvle,. shut down ond re<hezL ocl lerel Add C’II
IO <ompenxrte ‘or <ooIC1. wer. E,C, Llli  ruparitln

GREASE LURRKATED  SEALS-Type ” u”,,, arc fur”44 WI* greOV
puged sea,,  vhah mi”im,ze ,he en,,” of ,oco”,!e o”d ofkr obrowe
dust, ,“,o Ihe un,l  “n,,, ore sh.ppsd wlh NLGl  D: greoK  8” the Mi
housIng  ‘O”l!W  de“ other”4,s.e  ,p@c*ed I, grease could  rontomfm*
the pm%~!. US ,n the Id md drug I”du,,r,es. ,t ,hould be removed

At ktst o7re every  S,X monrhs,  93’ when the greasr  buomcs
ron,awnatcd. pvmp ,n lre,h greclr  ,o Rush out rhe old along  the shah
e.ten,,on whew I: <on be v,ped  on

GIEASE LUERKATED B E A R I N G S  Whev rllongang  011 8” the a”#
grcaw  t sxmgr wmh a NLG! ~2 bcamg  grease Rrgreole  these
bearing, OS pod al the slondord  mwrknante pq,rum  More l”,toll
,ng a mat.  no,e the i~otton d d, of the bcor,ng  gmose  frnmgs  and
grearr,“bch,orf”l”.r  m”,n,cno”~*re*,~n~c N”,riholtowllnlngr
o,oy be Aeo”~ the 011 ierd ,,ne and other,  Bf 13Yr If ” greov tln’ng
.,,I1 become  ~“o<<e,,,ble oker  tic ““0 3; ,“rtolled repluce  tk +*W’“g
r,,h ” p,pe e,k,wO,, and Ihe tmng w Iha* the grco‘e tsns”g  IIll be
In on “i<C,,‘,,W ib,ilt,on shw ,he i “1, s\ l”,lrrlled

~NO,~MIU”~‘~,W”hm”g‘,Or*ROIdl”bnrotduol‘wltk
thou  tar 9r.o” IhrlroNd tmorrng, II ‘d I‘ rnlsdrwnndy  9-d
g,eou Will oppw,  dorg the ho” at ?+‘a shah  ‘a”.,

All right  ongtc  , 5 5 bew*r.g\ (Ire grwu I”b,,<“lcd  41”mys lCrnO”F
I~C ,,,,,ge p’ug ~v.hcn prnr,ded. rhzri y*eo,,“y tsavmg, “J +.“I The
oM ycrurr <t>c:  cy “pr w,pp d! p~;,gK y,wse  and repbrc the plug
ottei  g’h1,:“~ l2.xmn.g,

LARGEsFEfDwDtxms-oilcapailbsfarhb~speDdred.m
vo~wHhme~~~e,Rdumon,nplt~androrb.~rb~
Foctq for oil copadly d thew ““it‘. B&r-e ‘tortirg oy unit, fibI
with oil ,a kwl indicated ‘or the drive.

PREVENTIVE  MAINTENANCE
AF,ER FIRST WEEK-Check olgqnmmt  of fh.x totoi s@w” oM moliin
where “ecesswy.  Also. tighten 011 erternol bob and plugs  whhc
necessary  DO NOT reodiust the internal  gmr or bearing settings
in the redumr: thcv werz permomtly  ‘et at the Foeary

AFTER FIRST MONTH’S SERVICE - Proceed OS follovn:
I. operate ““Ii ““d CM sump 011 reacher  “omml opemfi”g !MymKmwe

Shul the unit  down and drain ammediokly.
2 .  Imm.dlotdyfl”~““~vrmond!dmelomeh/peond”K~gmde

os Thea original  rhorge (wormed to zpproximotdy 1W’F 13B°C!
inus weother), Ropldly  pouror pumpo<hargeequolto  2S.lW%
of Ihe mitiol fill thru ,he unit or until deo” oil Rows “vu the dmi”.

3~ Close ,he drain  ond r&II the unit  10 the <or,& leve!  wnh “ev or
reclaimed oil of the correc,  rypc and visco,~. II de+ermi”ed  k~ be in
goad  <ocditiw: ty the supplkr.  dioi” ci, may be rw,.ed it it I, hHcrcd
thru  o IW mrro” or finer lilter.

PERIODKALLI-Cord+ <hack Hw oil Iml d vba unit when it is
stop@ and 01 ombi.n,  km-tun,  add oil if wadad. If fha oil
Ind IS AROVE ti high Iml mark on ti dip&& 01 ti oil 1-d
plug. hove the oil andyxed for worn conhnt.  Mei,hwa  in ttw oil
ma y ir tdk o h ho t the ho t l xcho~r or 0 uol ir lacking.  If so,
nplote he ddecbre  port  immediohly  ocd clmraga ti oil. W NOT
fill obov.  marl: indimhd  OS hokqa or undue hu4iw-g mo” muIt.
Also chwk coupling olignmsnt  ba make certain tit foundation
SeWling  ha s no t c a used l xcasive misdi~nmwst.  H unit is equippad
with 0 fan. ~+adicolly  clean occumulawd *gn maww from the
fan. fan guard  on.4 ddkhw lo ollow adawok  air flow.

OIL <HA,,GES  - for “ormo! operoling  cond~tro”,.  change  gear  otls
every  6 month, or 2500 operofmg  hour,, vhahcvcr occur, f:rst~
iompamded  or,,  may reqwe more frequent  changes. In dusty area,
a, rbre temperature,  arc h,gh. more frequent changes  may b e
reqwred Lubrconl  supphers  an test oil rompln  from the drive
perdltolly  and remmmcnd e(o”ommol  ‘hO”ge percds  based 0”
‘he tzle of lubr*<un!  con!ommo~m~ and dcgrodotton
‘I rhe drwe is ope,oted ,n on o,w where ,empe,c,,ure,  wry wth the
r~son,.  rhonge the 011 “8,co\,~  grade  10 s”” the tempecr,lurr
Y&r to manual  128 0 1” lo, v,,,o,,?y recommendotmn,  and typwl
I~,bwo”tr mee’<“g  Folk ,pc(~h<ulx,n,

GREASE PURGED SEALS Rrcd~rolly  / 01 host wary sw monthsj, r
depend,“9 upa” Ihe Ircque”<y  and deqree  d ‘on1o”u”o11on.  purge
<ontommorm,  grease  horn *ad, b pu’np,“g fresh beo,a”g grease
through ,he ~0, Y”,,, 8, (low, out d the bono”,  p’pe  plvg hole
~Qemove plug betow purging  ; For g”xk ,molkr  than  1001. IWYB
““d 2 ‘WV. wdb  low ICrncnP th* (on gvord +a e.pose  the grease
Wmg and p~pc plug

REARINGS Somr yn,l\ h~vr r,“e r.. ,““ce 9rruv iu0rcoM  beorq,
,..e I,PFASI  !YRRc2.TfD Rt*wN:..‘>  When  ihcngl”y 011 In me irnit
gr-,,\e  bcnrrng, .“stt. 0 NIL! Iii nenr’ng grecme

COUPUNGS ~,,,ic.ic,re  Mb !,+,.rnCr ~.~~J~!.cwJ,  rm ar<ordon<r  -8th
,r>r;“r!,,:“,: :.” Mlr:;~::,! 419 !~’ ; (7 5.!3 6’1 <,rn. I,~~,.piirq,  /n or<xdo”tr
“,,,I?  ,N,,,,L,ir,:>r:,  /I> .s.%,“:,o  “‘ii <>!‘I
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STORED AND INKl’iW UNITS
Each drive ir qzipin-W wkh MI ~mvenliva  oil that till ~mtecI pOm
agnimiM1iDTap&add4mmhsinonouldoor~orl2
months in o dry twilding afta shii from the Foctwy.

Hodri~bto~,bnd.w4inodi~atkrinsmlolktion~~
obae periods.  dmin oil from housing and rpmy all in*rnaI parts wilh
oNllpnnnhnoilMsldubbiniubrimtinenlorodd”u~.
~poc phole rwt ihibihn in lk omounh  ?&had lmkw Wore
opmting units which hove been  sbmd or inactive must  ba filbd to
th.sq~$~ kd wkh oil mWiyl Hn spmcilii~ons  givm in Mmwl
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NTROWCTlON
the kdkrwirg instructionr  cover mpbcerwnt ol skaff wok on *per V.
V0, YF ond  VBX sped when. These inhKtbn5  ok0 apply  10 Iha
obQv* lrwntmned ““It types  with kmtum i.e., lowerad bundotron.
FypeVNondc.tro~ifybuwecdbconn3r,~Y’C~~
OR rapmsenrutin ond may not agree  in arod detail  wh oil tnit sim.
wllcin o r & r i n g  p-b or requeshng  information. spuifv  lhe co.
number,  ma sire. model  numb. rpm. m ‘J ad date stom$& on fhe
reducer nomcpbk.
Folk ha; de&p&  sew’ol  different tvper of seal osembfim  (Figurn
1 thru 7 ), kebr ocd OI right. Foot uni6 operating in atm~~pkerer  loden
with mrwonim  or other similar severely  abrosiw  dusti  of in orco) rkot
ore perdiiolly  hosed  down with VOWI under pnrrun.  grease
pwgwhk osemblm  OR recommended, IFigurm  2 lhru 7)~ This
fe.&m is being  irxorpomti  OS standard on new model unih obng
with o bush  type ml. The split seaI  asembly.  fo. emergency  fii
Rp&.ammt~nuwdwhennbi~lmkrwLlhohrcm-
to rephc. solid ring mk, (Fqum 5 4 7,.

LOCL out power 10vrce ond remove  011 erhrd loodr from
““l, More serwmg ““Et c‘r Mcesor,e,~
Cmrd,  oppl,wAe  Lrwo, and no,,ono, Iofely code5  for pofxr

GfNfRAL  lNSlRlJCl4ON5
Before removing seek.  &an crternol  ,“rfom of reducer  lo prerrnt
dirt Irom  entertng  “nti
R.xord mounhng  dm,en,,on, of ,hoh OK~,CD’V) ,or reference whe”
m,sembh”g
Cvrmg  dt,o,,emb,V nae and reard 3pe of se.,,,.  irmgle or dual  Itp,
,,,l,t  or ,oid ,mgle  c,, duci vali u,ed  and d,,.xtmn se&,, garter
lpmgrrl  ,,,a,e fot,ng

WPfS Of SEAL  AssfMMifs
Smgk 5.0, humbly ~- Conw, of o s&d yal cage.  ow nngk 01
duo,  I&p w,l,d ,.eol, wsth one of ,he followng bolflc~ MI curer  or ,plnT
<age  01 tllvrtroted  I” Fvguro 1~ 2 h 6

Dwkl. sad Arwnbf” con,m of 0 mold VOI <age P-0 rmgle  or
dvoi ‘3~ ,o,,d )eo,, and o ,plat ‘age,  0% ~llu~troled  8” figure%  3 d. 4
Spht Sal Arumklv- Emwgmq Field RwbcmeM Only Conr15h
“f ” ,Old  %ed  ;ogr  one 01 two mgk hp 1m (pa,, on* 0 rpht  rage,
0, ;Ilc\,,“,d I” F,gw?r 5 & 7

SfAL 4SSfMMV  lOfNTlWATlON
i h.ot~l” “,iUI St-O! orwnm, b) mat‘holg  011 the Part,  of rhe

Ll,i%~~.~,~) &,I>  :;neo ! f 9~. e, 1 ,h,u I below and “1 “gh: M&C/ <,r
lrl’d r~ , ?“l,h PiXh port Of the OIYmDly  0, onI* 0°C of +hr
hg..vtr, ,rr. *Lli rncJ,lh

j foo‘w. ,+I.. ..‘mp.Y*d*ng  ,“*,r,,‘l40”,  indkO,ed  I” the dro...“g

YoDl, L
ig”” 3 R&r m Sadion  II

YOctl i
Fig”” 4

hgum 5 Refer m sactlon 111

Fagurn  6 nmhr ro lochon IV

e,
h$6.r.

Qis./.;-, .<.I



I.

2.

3,

4.

A.

8.

5.

6.

wNoTMMuEwcfRsllm
If solid seal cage ks been removed  from red”cer,  block  up seal
cage and press or drive art seal.  Refer lo opprop+iok  Disoswmbly
and AssemMy  Instructions for seal cage  insMofion insfrtii.
Iflecl:ogcho,ndbsenranovcdhpnrallucr,w*~d~
following procad”res  for s.aoI removal:

Cui through sk steel casing o f  fhe seal ip two plow lEO*
oporl  with o small  cold chkl and ~IV up tk mefol  to form o lip.
Grasp tk lips o&emu* with plii and remove seal. fq”re 8.
Punch three equally spaced  holes  in tk shal casing  of tk seal.
Insed thme shad  metol  screw so tk bends  -in outside the
seal  mge Pry out seal. figure 9.

Ckon  shdl  sool  rvbbing  surfooz CAUTION: Do NOT “se any
abrasive  motcrbh on the rubbing surfoce  polished by sk seoi.
New seds will k& if the seal rubbing s”rfo<e  on me sJwfs  is
okmd w il seal lips ore wt
Remove old waling compound horn seal cage bore  ond recoot
vim Permota.  #3 orequivoient.  c&sero”sly  coo,fheseol  lipsand
pocket betwsn  lhe lips wim t12 boll bearing  gnose 01 SAE
40 oil.

A. WNCH  IW.EE *01ts
8% SIISL  CASlkC

R 1NX.l s*ttr
ufr*, YMWS

c “r Y&L Low

Figurer

7.

8.

9.

10

11

I.

2.
3.
4.

5.

6.

7.

8,

I.

2

3.

4.

5~

6.

7~

8

r

Drin se01 into wool coga vviih 0 sqqwre  faced cyiindr~ol  fool such
as D pieced r”bing.
Instoll  soal bof% w <oval (Figure I) or seal  tovef ,Pii”re  21.

CootwrlcoratFig”nZ)(bngcrimParmakr(13oreguivDknt
and mo”nr on swl cage.  SW P(IFVENTlVE MAINTENANCE Of
GREASE PURGED SEALS, Page 3.
Reinsloll  five reducer  and accessories  as instrvckd in Service
t4mwd  128.050.

SMKNS II. FIGURES 3 a 4
UHnove bskrbm  hdding spir seal  cage halves  tog&e,  and
bstsnto  holding split seal cage  to solid  sw.sl cage.

cmf”lly  pry tk split saol cog0 away from me solii seal  cogs.

kmon lk cxpased  outer seal.
RufmtoSaiionl,Smps2fflr”gsor~ and minslon  fhe
inmr skh soot

Slidsthe~ualonthc~.DONOTclpand~~fli~
more than .03’ diomefec
figum 3 -Garter  springs must ftxe bword  tk inside of “nit for

both  dwl lip seek.

unMorbo4hvngblipseohModdsA,LCLK-Gorkr
spring d inner vngk lip seal mull face  toward the
inside of “Pit and me outer sirgk lip seal must  bee
toword  tk ouhdc  of “nit

Crmt split sod vage kore llongc focc orxl @inIs with Rrmokr  113
or equivakn?. Mount each  hoii over outer swl and fossen halves
m.
Pack chamber  lsdvem inner or-d oukr seal ..im NLGI #2 bearing
gmow.bsknrpli~onddidseol~ognso@n~  SeePREVENTIVE
MAINTENANCE OF GREASE PUQGED SEALS. Page 3~
Remstoll the rsducsr ond accessories  OS inslr”<ted  m Sewce
Manual  128050.

SECTION Ill, FIGURE 5
Remove bskrws holding she split  seal <age holvas kqefhef and
bstam holding lk splii  seal oxge lo so6d seaI cage
Coref”lly  oq tk sphf wol coga owoy from the sofii seal cage

H me o* seal is splti.  mmove it If the oubr seal is 0 solold  ring.  tul
d dc nm 0 tin smps

II me mner  seal Is sphl, pv d out 01 fk spill  and mf..‘~rt 11
II rhe inner  mrsl IS D sold rng. rekr lo sedlon I. %e~.r  2 thr” 4
cut off bosuned mner  sd wh 0 tan smps

Ckan fk skh -1 rvbbng su&e CAUTIONS DO NOT VW o”v
obro.,:c  mo,e,wls  on “w r”bbw,g  w&s poMNd  b, sk s.d
Ns.r~h-*ill~k11~~uolr”bbtog~~~w,~h~
onud M if ml bps ore ‘“i
Coat s.ol wr(a.  on shofl and Y(II rubbmg s”+xr wfh NLGI 112
bso~“g *rrasa
Spkt uohor.fu,neh.d  ~-4th ,A,m(egw hngw type s+wngsw ,Bi
ddrxh0t.k go* sprmgs
,c m*,>n, ,I%+ ).T. ,** +I, \cy+y !tr .+,?I gd d,p 0, 0I.l
,k shah

c:> ,- ,..d ne.l popa
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a ro-lpinNbtinmdekhzbb
5Pfingorondthwstbshatd-~~~~~
sPmdlheudaparfrndlRd8ilorr~lftdt.Fum)ro
v*digmfr~bcFmddl6wimamed~~mthlinlhd
lhehmhandqeamnotm,hwfththadspBLondthm~
lhmsfxingintoltnconlDrgrvM~rilhpnddlhsRd.fln
dhnfWddhaandlhOgmo.r,whllh8ip*ghMyd.
mifbhufadinfguml0.

9. ~oMRanoun(dPama(erX3m~lO.D.I~inna
uolintowlcogerilflbuiRinffngmorgtwwi(ringbwon(
~i~of~uunic.Poritionche~lIplitoto~ongk45~
obommChminp!+WPbcepmhibsorwcwdriwnbmhind
Ihe bal d me WI and pmss  the avm&iv avdy into tfm
ted cage

tO.Mount~~MIOn(h.~*nmbviRjnfinpaorgolca
sfxiwkhgHramiSdtheunilkw&ddsA,B,CondI(;
mounlwctlwi(hgn*@tgbwxdlheiddedtheunlt(Ir
Model 1. paihon  the maI qlii m an cagh 459 &ova the
hwling *a .

!l.botIplnwdcog.bat~m~~ondpinfi~Rnnob.R3
orelauivalmt.Mantoac~~arakr¶edondfmtmholm
boanyr

12. ibrL--tmandou*.tmlw*hNLGlt12~
gmu.btm~~ondsdidralcqp~Dp*hrSaf+REVENTM
MAINTENANCE Of GREASE FURGED SEALS, +D 3.

13R9imwthendvaratufo ailniNcmmserviLaMawol
12eao.

1.

2

3.
4.

5.

6.

7.

8.

0.

ros&,,rpMand~mlcopar~~RWENTlVEMAI~
TENANCE of GREASE RJRGED  SEALS, ftxgo 3.

aoimbnchRduaond occruaiaaimhr*dinSnrk*
wand 12eoH).

-o?smoLesKuAssKmKuwlm
-wmssAi ASSMKL-bbtSA(kruK

lommomegbmdasm~RbbsldfonI,~lffwus.

lo mount dud soof orrant+ wffh solid uoh. mfe~ )o bcfbn II,
hps4lfwe.

~mmmtduduola,rrmblywifhwliImeh.&k.SufbnllI.
Yap6thru  13.

bmofmmedfhiirfmfwe,prmpNlGlff2bmtingg~in)ofha
m1hotningcmWhmughfhe~lgmaehningunfffgmamoppor,
onlfleshdt.@.tboeoweeverys3xmonlfn,cnwhmH*gmw
bcomm contmivinolsd.  pump in  hsh g -  to Rmh out thm d d
almg lhe thdl CXM. wopa cd *xess glwse.
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DItENSIWf SUBJECT TO HANVFACTURIffi  TOLERANCE
SPECIAL FA-209 2.93 MAX. TRAVEL

AMERIGEAR FULLY-CROWNED TOOTH FLEXIBLE COUPLING
@ LIST OF MATERIALS

IEM NO.1 NAME PART NO. Ho. REO'O. i/fTm NO./ NAME / PART NO. 1 No. riPa'o.-

1 SLEEVE 1 7X78-2 1 2 / 1 7 i / FLG. GASKET1 40257-46 1 1

2 I HUB I 77391-1 I 1 II en I BOLT f 40987-7  1 18

..i
b

.

i.1:.
I

,I .-

s

r
,

. . I.I- =

SEAL ETAINER ) 73579-l 1 2 I[ 9% ) NUT 1 64771-2 1 16

11 RECOMMENDED <DAD= DADT=- 77390-l 1
- -

13

P

47
2.5 x .88
x KEYWAY

-4.0~ 5.66--l '20!50 \,

'o'75 lo.75 i ,;,.;;yJ-Q)

‘--I- p-l I ‘;$@ BCRE

I-
t

.C
IA

!

2.5 x .m
y KEYWAY

26
0

I-- 3, ,Y -1
2 1  .62 M I N .

.-- __- 2 4 . 5 6  MAX, -i
NOTES:

I. C31JPl.iNG  R A T I N G  2 7 0 0  H.P. PFR 1 0 0  R.P.M. 1 2 7 5  KAX R.“.M.
2 .  I!!;ALIGN%NT:* l/2’ PER G E A R  blESti.

ETiillVALikT PARALL!. O F F S E T :  , 0 9 4  I N .  D .i2 5 - S :  .!CS IN. 0 !.3?5 S - 5 .
3 .  C O U P L I N G  CALCLJCATEL WEIGHT: 1,48Y L9S.
4 .  RECCwlENDE3 TIGti!ENING TORQIiE F O R  F A S T E N E R S  !lEY 89; 8 0 0  fl.iSS. (DRY)

6 0 0  Fl.LE5. (LU~EO); ITEM 84, 51) FT.Lt35 (DRY) 3 7 . 5  F?.L@S. (i,UEtOl
5 RtCOMtIENDFD  INS~ALLAIION B L U B R I C A T I O N  INSTP. itk CORM !04-%A.
E. RECO~flENDED 3UATl;lY O F____ - -..-I-I_

CiJSiOblER: DUPPS Z;)MPANY
:-~:‘JT;1m m-m:;- ~;-,-y:r,;’
(9 I siO6;; i

.T. C^^
or- ~-._~ L1,/ __... ~.?!i”?L

41
1
-i

/
’ !

.;

:F) 1, 93 er
lilr !M’I:F:. :r
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� #Ec HANlc A4  DR IVES DIV

ERIE. PA. U~SA~ 16514 ZOO Series
Flexible Couplings
Large Bore Couplings

Installation, Lubrication
and Maintenance
Instructions
l For!3mdWsrirrFmOC

Fbxibb Ckwpiinpr

NOTE. AmeqnrCarphnOIMf-u4
lubrlcaIwI~~-
FdlOWthOVCCdW8
cwlImnalhuull

CAUTION PmwnI =ciOmW infury
hmmsmIabqlww-
men(. Irubll utubb
cwpl~ww-
manq ewummt

CAUTION TWQM Hanga f&amm IO
Iuuw value4  (SW
pIo1,3J

Series F
SIm%¶~rd FiarqO-Scshs Fkxii
cu@%l

.

Series C
tim-lfard cau-slssn, Fkmbk



Amefgear mseries
Flexible Couplings
Alignment and Installation Instructions

Pwpow Thepumotawng
aq&m0t7t  IS to 8&d tmnSfnisoion  of
u-ted S t -  t o  bwhQs,  slwts.
cwolii.  etc.
w By providing minimum enpUlOrity
andOff&OfShMV.iSatnomUl
o~snfing  conditions (Fips. 1 and 21.

Why Toina’eaae lit0 of bmringr.

SIllAm al-d cow rewws

WhNK
1. DwinQ iMtdlatiOn. bdorS QWhW.
2~ Immclillh3ly after inital m.
3. whenflnmopemii~~

hnal UwnPenture .fa MUid.
4~ $ianwuliy.
5 w?mwvw  em symptwns of tmubb

DCC”, - vlbmm. undw lwlsa.
wddan owrhesting of bunngc.

-bn*hnya:
1, verily stun &?pwmm.
2. Lwts mtw M nmntng poattton VW

example. on sbw0 b4WinQ rotOn).
3 Anhcipae  !hemul  ChanQes
4 Read itw&W &xl - dmJ-Js

Took
1, Dial ~~(uIw wtlh NtSChmQ dWlCG
2 Feetof-
3~ Insida mrCrwnaw
4 chmicbmnroK.ur
5 SNpwuog
6 strmQhtcdQs

*ner--I MUsuunti4wnntsthssoIca~
tneshakmds(F%~  31 -

2 Rotme both stuns 1690” m-Id m0-t
3 P@orm wcul81lom IOI angle

o((w(--
1 Ftdfitr  shall A (with dul v-IOMX~W

moun(ed~~~r~nQsddun
B dwI (FIQ 41

5 Sty‘, “B”
A-1

+-
q SNf, “A”

x - “ollmn”l our1Y - “l.U1 Oem

ttmdrivmp~ttKlwtmmrCklshmts manUb0mnlp~th08hmt~~n
when shafb we exuby OwalbL  mgubr Umns  d vetlid and horizontal &sobce
l-6 ~lliQnmwlt  Is zmv; bul ml¶lcal w mantsofIhsuaofonsshdttrwnthe
I-ozwmldiiduaw~ unofmaothwshsn.

sh#,r “B”

&---t;E

SIUII “A sur+u 10m Ind~C.lra

sfm!ts F sex: c
I



e Installation and Lubrication Instructions

DlsMawnMe  c.J&nQ and CkAul IfI pm8
FdlatMqqmpmte6rtepJbabv~
yarsmmldytogdl~~~~
1” acaml6nce Wh ths r&WhoW, your
Aman~~r200Sensscoupk~tsprsparsd
fwallfeotgpndsb)c.t-ama

and Mlswl‘0”  rmgs mm gwmes Of sbcm
(In10 Q,- Of 86341 fS!tWtW (or S=SS m
anabrpq Pbcesbm‘mtwsusszaNQ7
0MfmnsnQI Forrza?@.sndbtPf
pke only the seal  n?*llnem wm “o- “ws
ff7tened. M sm Can snoda be tum
nottocI.~wUonSMtrksyWU

kp2 Chaccl keyhtSMdOONh~~
keyways nm ai l%&stmt mdwq Qxo-
PcurKl!psmuu1No 2itoPmmfrupc
Inmdl sue 201 to 107 hubn  m slutts wth
lc?nQmdsfiL*wttlswlmos  I-sue
2wnubcmshdlwthskmsndOcM~
sh#tma Fu~mkfm.Ipp)rhu(whb#t~@
mfonnly. prMwab+y urbmropd I+7 crl no(
ewvsdm~ 350°F Do no( Wow -0’ nnP
HLU,  to contact hmted huba

CAlJTlON: Cue mu81  bs trkn IO a@0
PW803.l  l”l”ry l” ti hS&llQ U-d hWdh,J
01 co,,pl,np hut. lfut UC Shhhh 111 SWh
mmm(bd
For smss 108 u-d larpa. Pea rwtalrn Qm
Let$.riuslawvsovDrhubsWomoYvltr

wrpa saum-.wngareto
lghm bmmws umconnly scs rsbubtlwl
-Fl#W Bott T*JMamW  Tww.” Fw sues
mBu!dbqJw.bdtsmlmBlnwswlmQm-
k8tStOtWwe TWI3WM’KJitStot5ft-
lbslvldtr2”tdBto37h-lb

~a.~~lluberAuQs
ndUMQfWWlntfWUl+OMptrsn~lh8
~rrbr~uvlt Owncity TabIa gn WJO 4 instate
lutlepluplwOgpamnsxhlo 2twsdq
and -1 mcurely

nccryyon
-1. Forwes2CWO7~rMamer
rmg. aMI retmne’ wtn D” rtng mated 8”
dU”W QK,wc~  A-4 SbSW -0” ““0 0”
ad, sWI FIX ~V%S 208 ad lqw pupa
,dmtUnsftwthD’~~WOflW~
gsskmwwsh# FwCSSaar.oba
WUWfWQO.7-Wl*hshCSngKi
hub Wlli m lnwnbd

-2 cbckhsvhtswntcomksys~
kSy*lvCWthdRvruMoompandlO
pmvmtb&a~8 InrUI~hutO~SlWlsmh
mdtinrnhmMdunbY* For#~nh
bts. wdy hwt to hubs  undwmIy  webe
ably sthwgal II) 011 not ehaeOm~  393-F
Do noi SJb “0’ rings lo CMtacl hame
huM

CAUTlOkC.W~~bcbk~tO~
pwsww wlwy In ms hMtnp ula h&newQ
d * hubr mu we 8hhrmk ht tin
mcsm#¶

-4. AIBQo~M~~sL~~I~~~W~,~@~
w mbubhon w fmm En~wmorwq Data
Dim .?j Citgtk gap rii iipn 01
fwyrQmQem90  n-Mvus  AboulQn
h”Bs with g~h:ebgc aI 90. po:n&

t*pI PyhhubulCsbs%ebulh*nm
pnr Fwwg”ls--~g L@W

cwlgrwwca’o”rhQs slldesbewJowf
hu&tocmtupouXm RwnoveoIylrl
lube plugs  and aad Bream m the amount
Ql.9” I” tb LUb”CU7t  &.ntlty Tti 00
l-v’.

--tthdn
wessswlmtumY -Y in Plscc  use
flngalp w bhml  lool seat malrwQ  MQS
mpr-umgam&ngm R&t&*
towslJ*~~nrlQampoull~
wta ~wslze3mlmtlbrQmbdtwI
rs(atnentomM  ToqueSU’tms
t0i5n4mvldi17’tit037n*
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Ameriiear mseries
Flexible CoupFhgs
Maintenance and Lubrication
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5uePwJwmar(lubr~--lutwuu
pwswac.swnNo5

Smn FS. FMS FAS um or-e-WH ftw
GuEnMI rcomnMg
SaNsc  cwcAuaetJlmbbam~
ssnsr cs. cx4S~  CAS ubc Caw-haH  Iha
- -
‘Sona F~ Claw III UI qurrt”w m
R (CM !i.r*r F m! ~mww IO
th “mama 5rloew I” Cab Ill column
ataeamat&mmg~n 0

CrtQC’EPhWJ”W180byC~gi,&XD
T-IC 14) by Earn”” Lubo@,,m  Nu 8
WfWBU,



0 Parts List: Johnson 3W’Typ 275011~NAR Rotary Joint

'by-3'NPT  \

REF QN PARTNAME COMPUTER NO. JOCO PART NO. MATERIAL
1 leodv 16325434 J275lLlR Cut Iron

IA 2 fww 16046534 CSP660-0025-01 SIreI
2 1 Head 16327224 J2752NA CaSl IrOn

2A 6 clpscrew 16662920 x2-12 x 3’ Grade5
3 1 nlnJslcolm 16329334 J2753N-2 Casl IrOn
4 1 WPb  AsseW 16607164 J2754S2N DuctibIM

‘6 2 atiRing 16114964 J2756G.S Cubon GmWe
‘7 lspnno 16333520 ~2757s swtbsr Steel
‘6 3 Gaskel 16397264 55706 bbesms
10 YGland 16315064 J2710 Brass
16 1 WearPMe 16606464 J27516 CvalbIrw,

1M 6 CKJPW 166623M 562-1212 Grade5

‘26 2pIdJnp 16646234 J27354 P r e f o r m  Pm
30 lLoGnu( 16316564 52730 0nU
31 1 Aucmywe 1- J27531 Cur Iron +

3lA 2 thchbexrw 16653034 .312,:6x 1’ Stabless Sled

316 2 loch Wasf-w i--74;-* ?!I)’_ Pla?ed Sled
* I~!&~ in teprv ItI, DUM% floqt 120&53



wo. lRaoam4

INSZAU~ON 8NSTRUCllONS
FORTYPENJOHNSONJo(NTs

n l-l

LJ tJm
Focmtmlwgngwor~ Pwwd-.
~w(MdT~N&hlYnWbW'"WyR*.

STEP 1.
chacktomakesureJthatdafed,dxt.waldbsP’~.
ppetumings. metalduatandomectorelgn~has
bee4 nmoml lfom the paping. roll. drylw or cylinder
betore mstatlmg pmt. Th+a ~111 help elimmate cat’bon
sefd nng sconng and damage to mtemai pmt pat76
whch could cause unnecessary downtmW a n d
malnt~nca

81-2.
Remwe fhe head (A) horn the lomt leavmg tb
amemely plate (t)) attached Remove the peckI%
gland(C). iocknut (D) and packwt (E)

Make mre the pipe IS clean and SmOOth wllere It seals
in fhe pfackq  QIPf?d

IMPORTANT: THE INNER PIPE MUST BE
STFtAffitiT. TRUE AN0 A~ACHED WITHIN THE
Rt3u ~0 IT ROTATES WITHOUT WOBBlING TIM
WILL PREVENT STRAINING INTERNAL JOt!JT
PARTS WHICH COULD CAUSE LEAKAGE AND
CAR- SEAL RING BREAKAGE

mep5.
Bkda the Owck Rdeau NI@~ Fw (F) onto the
rotary pant ntppb (G) wtth ns tapOf lmng ouWUi:

Place a new cqqm gaskel 04) rnto tho rec0s8 Or the
purnd

slep 5.
Sltde the pint over the mn4r rotating syphon pq. be
lngcaNhltwhenthepum(I~~throuDhtb~-iftgmthethfmCdll~j)Mi0~&put~The
innef rotatii pipe 8houtd extend dqhtty b0yuxi the
gland(wilenwtmatbd),butmlenoughtotouchme~
head when it 18 re-mtalled

Ptac4Bthetwo@rtt&&Ierwod!pslnt0ttmfwcanoltha
ntppka(K).Sl&thethckOUEkN~F~~
thewedp6andmufetomepumalrlmg.-~
nun prtwu$& Tghten w. Na4 that th# tilde
FtelaanN~Fl~wtllnotsoatt@tly~t-
t~otMI~nulnm~.~trgM,t~emll~~
proxtmately I/o’ to Y*r” space batweOn the ftanQO8

slep 7.
Uowq tb packq (E) twwhad. repack the mt-
pqe In the thrust colur (JJ. T@ten the ww otrnd
(C)lurt~hto~(~Oxmutr(y30n,~br.).bu(
not8otlghtutobckcmthewJcThCntlgM~tho
locknut (D) agamrt the thrwt cdtar

WPORTAN’T: THE ROTARY JOtNl MUST BE FREE
TO MOVE OUTWARD ALONG THE PIPE TO COM-
PENSATE FOR CAR8oN SEAL Rtffi WEAR



step 0.
-ttmbad(A)lottmpinl

stop IQ.
culnectpipinoto)ointuaingJotllwnbfofuecN
t#inbumeedflexiMemmalhoae.nlehoa(a)ahoukl
belofwenw@8o~hefei8nobindingof~~~~
ingtomob8ulejointotithejoumal-
Thewntmu8tknrtarrWytn,lomoveoutwafdto
fXflpWWillOf~fiIlg~.~tOJohn#n(bX-
ibbmetalhooeBulktinFMH.)W)mflatwpdlwmois
uued,8podpkawinpluaoftheho6ewfecun-
l-lmbdfor~QonPufPaees(eeespecshem
A97-Ps161641).

-ANTI CONNECT  THE HOSE AS CLOSE TO
THE *NT As P0523*~.  MINIMIZE  THE us OF
FllTlNGSANOWE,ASTlilSI NCREASEDWElWT
CANWFECTTHEFE RFORMANCEOFTHEJOlNT.
PmvmEBlJmBLE BuPKmTKmnfEPlPEANo
PING BEYOND  THE HOSE.

NEVER*P#YOIL011QAUOETOTlW8MbES
oPmloNNsm~.MsAn#unosTEAu.
~lEORuQuoP-lMOWHl8
T)(L~~~s~Qw=o  FOR TNE

JomsoN JOINTS DRY.  Ex-
~~WLmuvriYoccun.

_p.~- , rfoTE:
t --vailPT~:. , ‘“i=j

a
5
1

40
b
t
s

,011
I)’

, . .
a 3 ..? i 11” ti h i*q w-f&
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ALIGNING
JOHNSON JOINTS
Seif-supportedrdaryjointssuchasSefiesW.
S.SN.ELS,andELSNaresuuxMed-

ROTARY JOINT ctEAR*wcE RELmoN CHART
KJotm

and do not require aligning dbhng instaliat&.
Howuer,bsacketmountedafld~ I

*f-
1 aloumoud)  i /

rotatyjoints~balignedtothem~ :-
w-w- T~comrl  !Q.&qj

h4mblycu;  SIX:

dthejourdinordertoreaketnaximumleak- ;;$g 1116 1132 3132 ’ Ii,6 1

free service.
x32 r:,e Y32 !!I6 /

: 1 M-.2&w Ii16 Ii32 YY

After the joint is attached to the jcurnat and &!!!&j”
‘:,6

,i!6 ,;B 5132
4
I.% t

lmeely boJred to ma suppl bracket you j?m-xlc
116 Y32 ?!6 YY
! ,a Y32 502 rm :

should check the alignment with a simple I 3~ zmc ! a 2’32

gauge made from common welding rod. , : (~50 ‘a YY
!!4

OnTaMel.youwillflndthegaugedlameter  ;$.~os(~
Y16

12 Y6 **,6 Y6 :

listed for each s12e rotary pmt. As shown ;F $+& 1,. Y?6 !:,

betow. bend one end 90° approximately 1” je’ 1-00
t,6 P32 * 32

Yl6 j
7il6

I-1 %,6 I.1 316 I

from ma end.
Thenuwgme ~tesuegaugechedc~clbarancearaundthen~!Ilbe(i)wherenpesses
through the body opening (2) fdknved by a check where the thrust collar (3) protrudes through the
assembly  we (4)~

StnCe both parts  (nlpp(e lube and thrust collar) rc4ate. the body housing must be centered mnd the
rotating  components.  TO achieve this altgnrnenl  may require shlmmmg or reedpstment of the rotary
pnt supp+ 4 mechanlsn?
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