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Introduction to the Ulbra Former
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The Instruction Manual has bean prepared to be provided

to the operator of tne Ultra Former Machine Wet End with

a comprehensive study of the many parts and systems that
: |

are combined each other.

The each drawing is punbered and please make- referenca

to these numbers, when placing order for spare narts.

Tf you have further questions, please do not hesitate to

contact with Kobayashl Engineering Works, td.
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TOP FELT SQUEEZE PART

FELT STRETCHER

ULTRA FORMER START UP PROCEDURE
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ULTRA FORMER PART

One- complete -Ultra-Former Part consisting of eight (H)

Ultra Former unitz will be Euppl{eda

Cne Ultra Former unit consists o eylinder mold, flow
box, forming roll, soueh roll, stock inlet, suetion
box, holding belt unit and ete, |

The stock 1s Jetted onto the eylinder mold from the
nozzle slice ol the llow QOX iocated above the cylinder
nold at & rate conforming to the speed of machlne,

The stock 15 allowed to form and 1s then sandwlched
between the ce¢yllinder and the bransfer felt which 1s

coming in from the direction of the forming reoll.

The water is gradually removed from the stoek and then
extracted more thoroughly at the couch roll, The formed

sheet 1s then carried on the surfsace of the felt and

fed into the next Ultra Formepr unit.
"The wet sheet from the last Ultra Former unlt 1is carried

into the'primary press sectlon.
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Introduction

. Wltrs Fopmer. Part .

1 Assembling sequence Tor the Ultra Former
2 Components 4 operatlon manual

(1) Flow box
&) Stock inlet
o) Flow box
@) Slice ;
(2) Cylinder moid
a) How to produce a vacuum in the ecylinder mold
b) Pull out procedures for the Ultra Former

eylinder mold

c) Wire exéhanging procedure
(3) Wire cylinder cleaning device
a) Cylinder oseillating shéwer
() Forming roll. | |

(5) Holding belt unit
a) Crown roll

b) Tenslon roll

d) Holding belt

(6) Couch roll )

(7Y = Suction tube and suction box
(8) Save all

(9) Side frame for the eylinder mold




1 Assambling sequence for the Ultva Former
The Ultra Former is generally assembled by the ’@llowiﬂg
T Vsequence. (Sée FIG.-2) o o A
(1) Install the sole plate (8) fo pe equal distance f?oﬁ
maehine center, parallel, and on the same level.
{2} Install the vertical frames (6) on the sole plate {8).
(3) Set the drive side of the horlzontal frame (17) on the

drive side of the vertizal frame (6).

(4) Set the rall (14) on the sole plate (8) and also
install the pull out rail on the floor,

(5) Guide the eylinder mold unit, which has been pfew
assembled at Kobayashi, into the machiﬁe on the rail
(14},

(6) Install the felt roll (16) on the sole plate (8).

k?) Set the connecting gsave all (40) to the save all (39).

(8) Set the suctlon box brackets and suetion box (1) on
the vertical frames (6). A

(9) Assemble the diaphragm bellows (38), the couch roll

~ bracket (36), and the swing arm (35) on the tender
side of the vertical frame (6).

(10) Set the couch roll (33) on the swing arm {35) using

the pull out piece (34), |

(11) Fix the drive side of the flow box (25) on the drive

side of the horizontal frame (17) and support the

tender side of the flow box (2 ) from the upper bean

(Not part of the machine). ‘
l:-(12) Set the tender side of the horizontal f{rame {17) on

the tender side of the vertical frame (6).




{167
(17)

Fix the tender side of the flow box {25) on the
sender side of the horizontal {17},

Install Lhe'f@aﬁ‘ﬂiiiérzféﬁ} in the Plow box {257,
Install the forming voll {19} mounted on the drasked
whieh 1s installed underneath the horizontal frame
{17y,

Set the shower pipe (32).

Connect the vacuum pipe (U6) to the slde cover (47>
and to the vertical Trame (6).

Set ¢he rectifler voll motor (45) on the bracket and
connect the peetifier roll (28) and the motor (H4).
Set the control panél and the manometer on the
vertical frame (6).

Connect the pipes (29), {32) tu the main watey plpe.
After compietion of assembly check that all roll
centars are level anﬁ stralpht.

Adjust the position of the forming roll {19) and

alice 1lip clearance, when the machine will be started

up.




9]

Parts List of FiG.-2

No, Parts Name
1. Suction bhox
2 Bracket _
3. | Housing of wire ¢ylinder
q, Pull out plece
5. Crown roll
6. Vertical frarie
T Holding belt
8. Sole plate
9. - Slde frame
10, ' Pull out plece '
11. Stand
12, Save zll
i3. Drop bent
14, Parmanent rall
15, Rollar
16. | Felt roll
17. - Horizontal frame
18. Adjﬁst gerew
19. Forming roll
20, Housing of forming roll
21, Pull out plece
e, Bracket
23.. Deékele plate

2h, “Sliece 1ip 1lifting devics




NC .o

25,
26,
27.
28,
29,
30,

31

32,
33.
3k,
35
36,

37 .

38,
39.

4o,
bi,

h2,

43,

Ih,
b5,

hp.

48,
49.

10

Parts Name

Flow box

Foem killer

FFlow box adjusting device
Rectifier roll
Récirculaﬁian pipe
Stock inlet

Controll panel

Shower pipe

Couch roll

Pull out plece

Swing arm;;f couch roll
Bracket

Tension roll

Diaphragm bellows

Save all

- Connecting save all

Bracket
Side bracket of flow box

Motor base

~ Geared motor

Flexible hose

';Siﬁple vaecuum pipe

Side cover

~Drdp bent

Wiré cylinder
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2 Components and operation manual

The detall specifisation of the prinéipai COMPO -
nents of the Ultra Former and the operatlion manual
are as follows. A

Flow box

Eight (8) open type flow boxes are furnished for uss
over the cylinder mo;d to supply the stock onto

the cylinder mold at a rate conforming to the §peed
of machine.

One flow box consists of & stock inlet (1), a flow
box (2) and a sliee (3).

(Sed <FIG,-3)




Parts I

No,

1.
24
3.

izt of ¥low box

Parts Name

Stoek inlet
Flow box

Slice

(PTG, -

3)

oy .
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35 Stock 1inlet

The manifold type stoek inlet whlieh is designed to
evénte a constant flow pressire at all points 2eross
the full width of the machine will be supplied for
entering stock into the flow box,

The ﬁapered Inlet, manifold piping and reclreulation
piping exposed to stock or water are made of

stainless steel. The stock inlet 1is shown in FIG.-H4.




Parts List of Séock iniet (FIG,-k)

Parts Name

No.1l valve
Manifold
No.,2 valve

Over flow pipe

Ty

.

16
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The FTilow bhox whiah e lccated over ths syvliindey

- -
W

moid consists of a pectifiey voll driven by-a -
geared mobtor, & box Lody énd a pZabe.

The supporting sﬁructure‘of this flow bex Is ad-
Justabls horizentally, and vertleslly so that the
bax can be moved cvery directlon above the cylinder
molqs

The stock is Ted inte the flew box Sthrough a
menifold pipe and feﬁﬁified by the reatifier roll.
All parts of the flow box whieh is exposed to
stock are made of stalnlens steel. !

The flow box 1s shown in FIG,-6.

The operating procedure 1s as follows:

1) Turn the hand wheel (7) and let the gate down.

2) Open the valve and the water will spray f[rom

the shower pipe (Foam killer) ().

Note: The water head in the flow box will be

shown in FIG.-6.




Parts List of Flow box (FIG.-6)

Parts Name

Semtrana B e 3 e e e o e

Flow béi
AdJust sérewr

Slide base

Adjust screw

Flow box 1ifting devlice
Connecting'frame

Hand wheel

Foam klller

Gate

Reagtlfler roll

w1y
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¢) Slice

= ' e -

The rectifiéﬁlgéééi is Jett%d.gnta tﬁ% ayiﬁﬁdef--
mold through fthe nozzle type sliﬁ@‘

The slice is made of stainless steel plates,
Across the eylinder mold the siice has a lip with
screws at close interval to adjust the opening
of the slice.

By regulating the screws the Opening of the slice

will be adjusted.

The slice is shown in FIG,-T.

The operating procedure ls as fellows:

1) Uéing the gauge tura the serew (3) and make
the 1ip (7) and the bottom slice (8).

. parallel. -

'2) Turn the hand wheel (4) and open the lip (7).

IS




Parts List of Siice (FIC.-T7)}

Parts MName

Foam killer shower

Jear box

‘Serew

Hand wheel
Seraw

Slice body
Slice 1ip

Bottom slice




(2)

a)

Cylinder mold

.Eight (8) cylinder molds arée installed to form the

I

wet sheet, sandwiching the stock hetween the wire
and the transfer felt,
The cylinder mold is made of the out side and inter-

medlate bronze splders fixed to a hollow steel shalt,

In order to prevent the mold from rusting a ring

should be inserted between each splder boss, stain-

less steel ring plates are wound around the outer

surface of the splder. Stalnless steel eross bars
are.run through the ring plates,

The cylinder mold is accurately tested for the
dynamic balance. The journal of the cylinder mold
is mounted on spherieal réller bearings which are
enclosed In the cast iron houslngs. The housings

are fitted onto the side cover of the cylinder mold,

‘The operating procedure 1s as follows:

How to produce a ﬁagUum in the eylinder mold, -

(See FIG.- 8) _

1) Start up fhe vgouum pump connected'with the wire
eylinder (2). |

2) Seeing the manometer (6), open the hutﬁerfly

valve (5).




Parts Llst of Cylinder

Parts Name

Bend

Wire cylinder
Sight glass
Flexible hose
Butterfly valve

Manometer

mold {FIG.~ 8)

Cmyw
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Pull out procédureé for-the Ultra Former eylinder
mﬁids
The eylinder ﬁold of the Ultra Former is pulled
out to exchange the cylinder wire by the following
saquence: (See FICG.- 9)
1) In order té pull out the cylinder, the stands (3)
should be installed on the ﬁlate (i) and the
pull out rail {2) should be set on them.

2) Pull out the wire cylinder after removing the

pull out plece of the c¢cylinder side frame.
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Parts List of Pull out procedure for the

eylinder mold {FJG.- 9)

e
a3

No, Parts Name

i, Raill
2. Pull out rail

3 Stand

y, Plate
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oY Wire exchanging précedure

31

- -
Toee T, [t

Wire exchanging deviee is shown in FIG.--10,

v

2)
3)

)
5)

6)

(0

Remove the worn out wire, after pulling out Che
eylinder mold.

Wind the new wire around the wire cylinder.
Cover the new wlre on the cylinder with the

lesyeon belt, and spread it.

‘Connect the push plate (4) with lesycon belt

(5).

Turn the serew shaft (1) by uslng lever to tighten
the wire around the cylinder?

Cut the wire the samellength‘as the wire eylinder.

Weld the wires together.




No,

1,
2,
3.
4,

9

Parts List of Wire exchanging device

Parts Name

Serev shaft
Screw gulde
Pin

Push plate

Lesycon belt

(FIG.-10)
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" {3) Wire eylinder cleaning device

4

) As shown in FIQG.-2, one type of shower 1s wosoilllated

above the ;ire-éblinder to clean the wire énd to
remove any plug from the wife. |

a) Cylinder oscillating shower
The cylinder oselllating shower 1s oseillated by the
harmonic drive transmissioﬁ (2} driven by the general
purpose motor tl). |
Water flows into the shower pipe (6) through the
hose (5) and is jJetted onto the wire from the nozzle
(8).
This shower 1s oscillated 4.5 inches, 5.7 returns

peb minutes, so that the wire is cleaned unifdrmly.




Parts List of Cylinder oscilllating
shower (FIC.-11) :

t
-

No .  Parts Name

1. General purpose motor
2. Harmonle motor

3. Swing arm

y, - Leéer

5. Hose

6, Shower pipe
7. - Bush

8, Nozzle
9

. " S1de frame of Flow box

ot

1
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(4) Forming roli

The forming roll adjusts the opening batween the

2. =

transfer felt and the eylinder mold in which the

wat shee%.is formed, The forming roll is built of
steel tubing covered with rubber and mounted.on
'spherical roller bvearings whieh ﬁre enclosed in cast

iron housings with the end plates having seals,

The operating sequence is as rollows:
(See PIG.-12)
a) How %o move the forming roll horizontally,

Turn the adJust serew (4),

L




Parts List of Forming roll (FIG.-12)

LI #Y *Y

Parts Name

Hand rail
Bracket
31lide base

Adjust screw

Bracket

Pull out plece

Housing
Forming roll

Cat walk

38
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{5} Holding belt unit

f)

A holding balt wnit econsisting of & crown roll,

)

& tenslon roll, an endless belt 13 fnatalled
under the cylinder mold to held the Sransfeyr felb,

Crown roll

The crown vell 1s mads of steel tubing sovered with

synthetie vesin. It has the proper erown to prevent
the belt from moving either t¢o the drive side or

to the tender side. 1

The roll is mounted on the spherical roller bear-
Ings which are enclnsed in the eanzt iron housings.
The roll is set on the cylinder side frames and

adjustable vertically;




hi

b) Tenzion roil

T

. The %ension roll 1s made of stesl tubing

“ .
CE-

coverad
with synthetie »resin. o

This roll is mounted on the spherical roller
bearings which are enelosed in the cast ivon
housings. |

The cast iron hbusings are flxed on the swing arm
and adjustable radially for proper tension control.
The tension.roll and gear box are connected by

chain to move the tenslon roll radially,

¢) Holding belt
The holding belt is endless and made of rubber.

The operating procedure is as follows:

(See FIG.~-13)
1) Operate the ratchet handle which 1s located
inside the vertical fram¢ and move the tension

roll (1) radlally referring the felt tension.




Party List of Holding balt unlt

No. Parts Name
i, . Tension roll
2, Houaing
3. Swing arm
L, Worm gear
5 Worm wheel
6. Side frame
7. Holding belt
B. Belt shift
9, Crown roll

10, | Housing

(FIG.-13)




2

@

N

eh
ﬁ,

SINMY 728 ONIOTIOH

FIG-13




' (6)

i 4

Couch roll

The couch roll strips the wet -sheet from the wire
on the cylinder mold, and moves 1if to the transfer
felt, ‘

The wet sheet 1s then, carried on the surface of
the felt.

The couch roll is madé of steel tubing covered wlith

rubber and mourted on spherical roller-bearings'

'which are enclosed In cast iron housings with end

" plated having seals.

a)

b)

The operating Sequence ig as follows:
(See FIG.-14)

Checking the pressure gauge on 6he control panel.

hOpéﬁ‘the vilve of thé pressure line and then the

" eouch roll (1) moves toward the cylinder mold.

i




No.,

o

Parts List of the Couch roll

L)
Parts Name

Coueh roll
Housing

Pull out plece
Pin

Pin

Swing arm
Bracket

Diaphragm bellows

(FIG.-14)




COUCH ROLL
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(7)

a)

b)

S,

Q)

e)

T

Suetlion box

“Phe "suction boxes remove water from the wet sheet

through the transfer felt by sucking,

A suction box consists of suction plate furnishéd

by the customer made of high molecular polyethylene,
box made of stainless steel and hose joint whieh

is connected with the vacuum llne.

The operating sequence if as follows:

(See FiGa~154A;B)

Using the set plate (2), connect the suctlon box
(3) with the suction plate (1).

Set the suetion box (3) on the bracket (U),
Adjust the bracket (U) to parallel with the felt
and affix the bracket (U4) by the tap bolt,

Open the valve of the vacuum line and then the

suction tube begins to remove water from the wet

sheet through the transfer felt.

When changing the felt, the pull out piece (7)

should be pulled out.




P

No.

e

Parts

e

List of Suctlon hox

Parts Name

Suction plate
Set plate
Suction box
Bracket

Turn buckle
Ful c¢rum
Pulllout niece

Bracket

44

(FIG,~15-A,B) .
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(8) Save all

‘|  The save &1l is shown in FIG.-17,
‘Etainless.s§eel-drop vent ( 9) and Save 211 (8)
are located under each cylinder mold, |

The save all colleets the whilte water from the
eylinder mold and then discharges it to the drive

side of the machine,

« (9) Side frame for the cylinder mold

| The side frame is shown in FIG.-16.
The tender and drive sides of the side frame (2)
-aré uséﬂ to support the cylinder mold,
This frames is made of cast iron. Also 1£ haé

rails (6) and a 1ifting device, so that the

cylinder mold can be pulled out to exchange the

wire. (Ref, FIG.-9)




Parts List of Save all & Side frame

Parts Name 7 ¥

Pull out piecé
Silde frame
Pull out plece
‘Stand

Bracket

Rail

Roller

Save all

Drop vent

(FIG.~16)




SAVE ALL & SIDE FRAME
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B WOP FELT CLEANING PART
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TOP_FELT CLEANING PART

When white water foes through thé felt, the porosity
will decrease markedly as a result of'impuflties
which accumulate between the.yarns of the felt.
Therefore, we arranged the top felt cleaning dévice

to remove the accumulated Impurlitles from felt.

The felt squeeze part conslists of the felt stretchers
whieh keep the teﬁsion constant’y felt gulders which
hold the felt on the correct path and prevent the

felt from moving sideways; felt washing devices which

clean the felt by whipper and showers,




LNDEX
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(1) Felt eleanihe devies
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{1) Felt cleaning devige

Pelt eleaning deviek is shown in FIG,-17.

The whipper is placed outsigde of the Telt; 1t
revolves in tﬁg opposite direetion mgainst that éf
the felt.
The wapld motion of the whipper causes the felt
to vibrate foreibly against the whipping pilpe, '
which beats out dirts from the felt.

. Shower pipes (2),(l) which are set beth sides of the
felt wash 6ut loosened dlrts. The worm roll (5)
can be adjusted by turning the hand wheel (6) '

about + 2 Inches,




Parts List of Felt cleaning deviee {FIG.~-17)

NoO.. Parts Name ‘ ‘

1. Suetion bbx
2. Shower pipe
3. Whipper

Iy, Shower pipe

5 Viorm roll
6

. Hand wheel

o w

.
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FELT STRETCHER

1
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- Felt stretghar

FId;r18 shows felt strebcﬁer foﬁ the felt, The felt
worm roll (é) 18 supported by Jjournals and a screv
shaft (4) in each portion after beapring (3) fits inside
the guide rail (9). : | |
gopew shaft (4). that runs inside the guide rall.

mhe serew shaft (4) can rotate to adjust the position

of the bracket. The screw have bevel gears (7) at ong

end, the gears (7) is meshing with those on the conneet-
ing pipe (5). By rotating the alr motor (11), the

gconnecting pipe (5) and the bevel gears {7) rotate;

_ this causeb the screw shafts in the pipe on either side

of the machine, to rotate equally unttl the brackets
carry the felt worm roll to the correct position
to_keeﬁthe felt in the required state of tension.
This felt stretcher can also be adjusted by rotating
¢he hand wheel (6).




2
£2
. Parts List of Felt Stretcher (FIG.-18)
No, Parts Name
1, Crnssrframe
2. Felt worm roll
3. Bearing
4, ' Screw shaft 1
5. Connecting pipe ‘ ﬂ
6. Hand wheel f
7. Bevel geap ' y
8. Joint |‘
o I
9. |, Guide rail ‘ fl
"10.; Chain & chain wheel ‘ ' !ﬁ
] - . -
.11, 7 Alr motor ik
‘ ' i
i
1l
N
DS
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(1)
(2)
(3)
(4}

(2)

(1)
(2)
(3)

How to put the bottom felt on the machine’
Preparatidn

Underneath the cylinder mold
Cylinder part

Couch roll

Forming roll

Suction box

Start up prepération

Flushing

ﬁip plping

Freﬁiiwater piping

Vacuum piping

Whité water piping

Ultra Former Start up procedufe

Proper roll maintenance

-Storage

Handling

Grinding




1, How to put the bottom felt on the machine

o

(1)

(2)

2) Hang the chailn block on the horizontal frame

- 5) Take the both pull out piece off.

“6) Pull the tender side's felt out. (Take care’

{ €

4
Preparation

1) ‘Detach the couc¢h roll from the cylinder mold,

2) Lower the holding bélt all the way throﬁgh.

3) Take the edge plate off.

1) Take the splash guard and tray off.

5) Take the hoses off.

6)‘Put the felt underneaﬁh the cylinder molds and
set the felt in the return roll, |

7)~Separate the upper felt to tender slde and the
lower felt to drive side (Tender side's felt
will be Set in cylinder part first, and after
that, set the other felt in felt rolls.)

Underﬁeath the cylinder mold | '

1) Loosen the bolfs for the pull ouﬁ pleces, both
lengths of the side frame of thé cylinder

mold, and then open the bolts both sides.

;'0ver the e¢ylinder mold.

3) Put rubber sheet beﬁween the éylinder mold and
thérbottom 1ip of the slice.

) Raise the .cylinder mold oarefully and slowly

up to about 3/8".

of not bééring the felt.)




(3)
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7) Reset the pull out pileces on,

8) Lower the cylinder mold all the wéy through
but remain with the chaln block on. |

9) Fasten the bholts up,

Cyliﬁder part

1) Loosen the holts for the cyliﬁder-pull out
piecé {only tender side) and open the bolts
_both sides,

2) Check the rubbeyr sheet hetween the eylinder

mold and lip again.

3) Railse the cylindef mold carefully and slowly

up to about /8%,

Iy Take the pull out plece off.

5) Insert the felt, which isépulled'put before,
into the éylinder mold slhe.-

6) Reset the pull out plece on,

T)VLower the cylinder mold all the way through.

'85 Fasten the bolts up.-

"9)'Také the chaln block and rubber sheet off.

(4)

Cpuch roll

1)  Pull the felt up to the couch roll,

. 2) Héng the hanger for the couch roll on the

horizontal frame.
31_Lpoaenithe'bolts for the.couch roll housing,
'flonly tender slde, and ralse the couch roll

WEQaréfuily‘aﬁd slow1y up to about 3/8”;

4y Take the pull out plece off.

S)HIhseﬁtJéhé'felt into the couch roll side.




a“&) Reset the puld out pilace on,

1) Loosen the hanger all the way through.

:jB) Fasten the bolts up.

 19) Take the hanger ofl.

'* 1Forming roll

W i) Pull the felt up to the forming roll,

ﬂlé) Hang the hanger for the forming roll on the

i horizontal framas. ‘

fﬁ3) Loosen the bolts for the forming roll housing,

| only tender gide, and raise the lever by turn-
ing the hand wheel. Make sure %to chack the

_ ;position before,

k) Take the pull out piece off.

:p f1nsert the felt into the forming roll slde.

:'”}Reset the pull out plece on., |
 :fi'Lowef the lever ﬁp to the original position.
”;t;Bijaéﬁen ﬁhe boltas up.
_  fl?{HTake the hanger off.
| :ifi}_Pull the felt up to the suection box,
Lf?jfﬁang the hanger for the suction box.,
 ?3ifﬁo§séﬁ the ﬁélts for the pull out piece-and
h T:réiée the suetion box..
4) 'rake the pnil out pilece off.
5) Pull the felt out.
) 6) Reset the pull out piece on.
7) Take the hanger off.
8) Set the felt on the suction box.
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Start up preparatien
(1) Flushing

a) Alr pipilng

L)

2)

b) Fresh water piping

1)

..2).

¢) Vacuum piping

1)
2)
3)

1)
5)

Open up eéch vacuum- pump ihlet.

:Bﬁart-vacuum pump and drain pump.

Closs all inlet valves to instruments, open
only end valve in main line.

After finlshed the main line flushing, open
all inlet valves and take conneetions off

each Instrument, Filush all lines.

Close all 1nlet valves, open only en& vélve

in main,line.-A

Flush the main 1ine until getting clear water,
Aftér this is-finishing tﬁégmain line flushing,
openfall inlet valves and take connectlons off '
each instrument., Flush all lines, However,
if it 1s impoésible to take off connection,

shower, take off cap or plug.

Attach strainers {n each vacuum pump inlet
to protect forelgn substances (a plece of stone)

wood or metal).

Supﬁly seal water and priming water of each

vacuum pump.

Suﬁply fresh water from around vacuum pump

inlet, and flush until pump drained.
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6) Af'ter finishing flushing, take strailners off

and vdsh drain tank off. -

White water piping

1) Vash white water pits off.

2) Fil; up watev in pits. At the samé-time,

check foreign substances in the head boxes

and Lake draln cap off the both sldes of the

head box. i

3} Run the white'water_pump and clrculate water

reontinuously. (Don't run the screen, because

the fbreign substances 1in 1t will damage the

screen.) .

stock inlet and head box.

4) Open flow valve for head box slowly. Flush

Aftef_finiéhing, wash cylinder mold and save

all, and recheck whlte water pit,




1)
2)

3)
iy
5)

6)

1)

Ultra Former start up procedure

Start line shafg,
Check tensions of" bottom ang top felt stretchers
and holdinp belt,

Touch nl11 polls exeept couch rolls -~ No loading,

Turn all showers on.

Start running the machine slowly about 50 - 100
ft/min,

Cheok felt tension and guidQB,

Stop only machine, after about 1% minutes running.

Start machine again and then inerease the speed

'_to proper running speed 8lowly. At the same.

:_‘time, put proper ‘bressure on each couch roll,

Recheck top -and bottom felt tension and guldes

:operation.

l.Fillfwhite water plts with wateyr,

'?k F111 wet. broke pit with water and start agitator
'Start vaeuum pump and qimple vacuum Tan,
-‘Start sereens .and fan pumps. (Beginning with
'?;No 1 units contAnuing 1n order )

“AdJusL-stock flow valve cpenning to synchronize
{:stock veloeity at slice 1ip with machine speed,

”Check to make sure of proper water eireculation,

-  ‘§Pit - Fan pump - Sereen - Flow box -~ Cylinder

’.”ﬂmold ~ Save all - Pig,
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 16) + Close all shower valwes for suctiaﬁ rolls

excent for'ﬁécéssary one,

17) Raise pressure of all rolls up to proper nip

pressure, 5.

;418) Put stock on beginning with No.l eylinder mold

continuing in order.

19). Adjust stock flow speed of every cylinder mold,
décklé showers, and suction pressure of cylinder
mold snd felt suetion tubes.

Cylinderfmold exaept

‘No.l & No.2: Below 2" Agq

erlt sﬁetion tube: 2" Hg., but close No.l units.

‘20)  Adjust and élign nozzles for both edge cutter.
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.
Propey roll malntenance

AT

{1} Storage

1) Store roils in a eool, dark and damp room.
Keep away from sunlighft or sudden temperature
change . |

2} Cold rolls whiech have been stored should be
allowed to“reach ambient temperature before

. u§e. (Ideal storage temﬁerature: about 60°F.)

35 Rzlls should be storéd in shipping cases 1if
possible. Otherwise, they should be protected
with strong wrapplng paper, covered with old
-felts, pburlap, or pulp laps.

§) Always support the roll on Yts journal, giving
;t‘a quarter turn about every two months,
ﬁén't alleow it to rest on the rubber cover,
even for a short time.

‘5) Store rolls away from traffiec lanes to avold
démage by passing equipment, And make sure
@o grease or oll come in contact with the

. .rubber éover. |

}i (2)A Handling ‘

:l) If possible, ﬁandlé rollsiwith a ecrane which

| has two hoists, and a separaté chain and sling

for each Journal. (If the crane has oniy one
14ft, use a yoke with adjustable sling at each

end, )
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[
2) You can use a wide, flst belt as-a sliag.
Be sure there's nothing on its surface to

serateh the cover and, for safety, provide

pardding.

3) If volls must be transported on small factory
trucks, provide p&dding-to eliminate any
contaet with wood or metal,

(3) -Griﬁding
- ‘1) Don't finish grind the roll when reméving
it from the machine to put 1t in storage.

Rough grinding can be done at this time--

r
v
]

;" ' “but finlsh prinding should wait until Just

Lo

before installation, to insure a fresh sur-
face whén the roll is started up. - |
(If rolls are to be stéred for only a’bli?f
ﬁeffod»m two months or lesg-- fini%h grindn
' ing;méy be done before storaééllfi
2) Take'jour time. Good grinding jébs can't
- be harried. | , . ‘ : .;
3) Thé wheel should be kept well dressed, with
‘Blightly rounded corners, brgésing‘should
be done while the wheel is moﬁntéd in.tbe
gfinéer, prefefably with a diaﬁond.
by During grinding, be sure to remove all traces
of cracks or checks, If you don't the cover-
;kinngiil check prematurely when plaeeﬁ in

. . sepvice.
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6)

7)

To remove a very deep cut, vou'll save Lins
.EQ tu;ﬁiné.off.tﬁe covaring te the depth of
the cut with a tool in a lathe, and then
finishing in the grinder,

During grinding, roll should revolve at about
20 to 22 RPM., Only on very hard Tolls should .
the speed of the roll be reduced when finish-
ing up, and then to about 11 RPI, or slowest
speed the grinder will run, This will help
e¢liminate chatter marks.

Grinding cycle

The grinding cyele of covering rubber depends
.on the type of machine, operating speed, kind
of product, stock and other Various conditions,

however, the followings would be generally

deslred.
¥1)} Touch roll ' + s+ 3 Months
2) Forming roll »vee O months

*'his should be checked most often and
carefullya The roll should be removed and
‘reground when the edge of covering rubber is

found worn,

R

.




