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IMPORTANT:

SAFETY PRECAUTIONS
WARNING: TO THE OWNER/OPERATOR

The safety of the operator and those people that may come into contact with this equipment is of great impor-
tance to Wm. W. Meyer & Sons, Inc. The decals, shields, guards and other protective features designed into
this machine and furnished or recommended are there for your protection. BEFORE attempting to install, operate
or perform maintenance on this equipment READ carefully and UNDERSTAND all instructions contained in this
manual in addition to all applicable government safety/health laws and regulations and generally recognized
industrial standards. The operation and maintenance of this equipment should be restricted to only those per-
sonnel trained in its use.

The various precautions and recommendations detailed within this manual are not necessarily all inclusive. This
manual is designed to provide general safety and operational guidance relating to typical installations of which

we are familiar. Addendums to this manual may be furnished that pertain to the design of a Meyer Rotary Airlock
(RAL) feeder as it relates to your particular installation. .

Because Wm. W. Meyer & Sons is not always aware of the application and does not always have access to the
installation, your participation in the safe installation, operation and maintenance of your rotary airlock feeder is
critical. If you have any safety or operational questions pertaining to the design or applications of the Rotary
Airlock we encourage you to contact the factory.




PRECAUTIONS

FAILURE TO OBSERVE AND FOLLOW THESE
SAFETY PRECAUTIONS MAY RESULT IN SERIOUS
INJURY OR PROPERTY DAMAGE. -

A DANGER
DO NOT OPERATE
WITHOUT GUARDS _

1. Rotary airlock feeders, their drive components,
accessory components, and any auxiliary or compan-
ion equipment, should be installed and operated only
with protective guards correctly and securely fastened
in place. |

KEEP HANDS

i CLEAR AT
XL ALL TIMES
Y

2. Upon startup and throughout continuous or intermit-
tent operation, avoid serious injury by keeping hands,
fingers, feet, etc., loose clothing, and foreign objects
away from inlet and discharge openings, drive compo-
nents, auxiliary components, and assomated equip-
ment.

3. Rotary airlock feeders should never be installed or
operated in a manner in which the interior of the valve
is exposed via the inlet portal, discharge portal or
inspection portal. To do so will dangerously expose
personnel to rotating components.

~DANGER

KEEP HANDS, FEET, €T0., FOREISN OBIECTS ¥
AND LOOSE CLOTHING AWAY FROM INLET AND|
DISGHARGE OPENINGS TO AVOID INIURY OR g

PROPERLY GUARDED.- CONSULT INSTRUCTION
© MANUAL  PRIOR -TO (NSTALLATION, START UP,:
0!! PERFORMING ANY MAINTENANCE WORK.

DAMAGE' WREN VALVE (S- TG BE. OPERATED. “of
\)/ 00 NOT OPERATE WITHOUT ALL PINCH POINTS' \

NOTE: Th|s metal Warnlng label is. permanently
affixed to each RAL feeder at the factory. If you have
received a unit without this label, contact Wm. W,
Meyer & Sons for assistance prior to installation, use
or maintenance.

FLANGE COVER, GUARD
/ OR INSPECTION PORT
4/ AND PRIOR TO ANY

4. Potentially hazardous electrical power is present.
Before performing any work on the rotary airlock
feeder or associated equipment, make sure that the
circuit breakers or disconnects that control incoming
line voltage are locked off.

5. The weight of a rotary airlock feeder or its compo-
nents parts, such as the rotor, headplates, etc., can
cause serious injury or damage if accidentally dropped
or mishandled during assembly, disassembly and
installation. Use safe and acceptable methods when
handling this equipment. Contact the factory for
recommended safe handling and rigging techniques.

THIS MACHINE STARTS BY
REMOTE CONTROL ...




Wbl SECTION I Continued
SAFETY
PRECAUTIONS

Because of the wide variety of material handling systems for which a RAL feeder must be tailored, many consid-
erations determine the proper size, design, materials of construction, operating speed, type of driver, etc. A
complete description of every Meyer RAL is kept on file with the factory. These specifications can be referenced
by supplying the serial number to your local Meyer Representative.

NOTE:  The serial number is located on a metal identification label permanently affixed to each RAL feeder
housing before it leaves the factory. To aid us in providing you with a special service, appllcatlon assistance and
help with spare part requirements, please record the followmg

Type/Size
Serial No.
Date of Installation

Bbell  SECTION NI

APPLICATION
ROTARY AIRLOCK FEEDERS

A. Application

Meyer Rotary Airlock Feeders are used in pneumatic conveying systems, dust control equipment, and as
volumetric feed-controls to maintain an even flow of material through processing systems.

The basic use of the rotary airlock feeder is as an airlock transition point, sealing pressurized systems against
loss of air or gas while maintaining a flow of material between components with different pressure. Rotary Airlock
Feeders are also widely used as volumetric feeders for metering materials at precise flow rates from bins,
hoppers or silos into conveying or processing systems.

Rotary Airlock Feeders have wide application in industry wherever dry flee-flowing powders, granules, crystals,
or pellets are used. Typical materials include: cement, sugar, minerals, grains, plastics, dust, fly ash, flour,
gypsum, lime, coffee, cereals, pharmaceuticals, etc.




Wb SECTION Il Continued
APPLICATION
ROTARY AIRLOCK FEEDERS

B. Operational Specifications
Capacities in Cubic Feet Per minute
(Based on 6 Vane open end rotor and 100% fill factor)

Size 6V 8V Revolutions Per Minute
g s CFRev ]+ CFR L2310 s|Bwi15sed] . 20w:] 25 ~30 | 40 50
4X4 0.02 - 02 | .03 .04 0.5 0.6 0.8 1
6X6 0.07 | 0.065 0.7 1.05 14 1.75 2.1 2.8 3.5
8X8 0.18 0.17 1.8 2.7 3.6 4.5 5.4 7.2 9
9Xx9 0.29 0.27 2.9 4.35 5.8 7.25 8.7 1.6
10X10 | 0.36 034 3.6 5.4 7.2 9 10.8 144
11X10 - 0.47 47 7.05 9.4 11.75 14.1 18.8 23.5
12X12 | 0.64 0.61 6.4 9.6 12.8 16 19.2
12X21 1.08 1.03 10.8 16.2 21.6 27 32.4
13X12 - 0.8 - 8 12 16 20 24 32 40
14X14 | 1.05 1.01 10.5 15.75 21 26.25 | 315
16X16 | 1.62 1.55 16.2 24.3 32.4 40.5
18X18 | 2.29 2.2 229 | 3435 | 458 | 57.25
22X22 | 4.34 4.2 43.4 65 86.8
26X26 7.3 7 | 73 109.5 146
30X30 | 11.3 11.12 113 169.5 226
36X36 20" 200 300 400

* 36X36 Displacement based on closed end rotor.

A closed end rotor will deliver about 10% less displacement per revolution.
C. Models

There are (3) models of Meyer Rotary Airlock Feeders:

1. SD Rotary Airlock Feeders '

2. HDT Rotary Airlock Feeders

3. HDX Rotary Airlock Feeders

SD RAL Feeders utilize a single lip seal immediately inboard of the bearing. HDT RAL Feeders have a Teflon
seal mounted on the shaft and in contact with quad rings in the headplate. Bearings are mounted outboard.
HDX RAL Feeders utilize a packing gland design with individual packing rings and also have outboard bearings.

The HDX RAL Feeders are available in three (3) types:
a. Ball Bearings (Sizes 4X4 — 22X22)
b. Spherical Bearings (Sizes 16X16 - 22X22)
c. Spherical Bearings (Sizes 26X26 - 36X36)
Ball Bearings are normally sufficient, but when high loads are present spherical bearings are used.

All rotary valves require special care and handling. Maintenance procedures and precautions are outlined in
Section VI.

5
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e SECTION Il
INSTALLATION

A. RECEIVING AND INSPECTION

Upon receipt of equipment and material from Wm. W. Meyer & Sons, Inc., the following basic steps should
be taken:

1. Use the packing list to determine that all the items shipped have been received. Your equipment was
carefully crated for safe shipment when given to the carrier. Check for damage.

2. Damage in transit is the responsibility of the carrier. Be sure to have the driver sign a copy of the freight
bill with a notation about any damage.

3. If a shipment was sent to you by parcel post, have the postmaster complete a damage claim report.

4. Concealed Damage: If equipment or goods are discovered to be damaged in shipment at a later date,
contact the carrier and Wm. W. Meyer & Sons, Inc., immediately.

5. Inall cases of damage in transit, contact Wm. W. Meyer & Sons, Inc., for assistance in determining
whether or not this damage may in any way affect safety or proper valve operation.

B. STORING THE ROTARY VALVE
1. Short Term Storage (Up to a few weeks)
a. If moved to storage, the equipment should be located in a dry area, preferably inside. Outside storage
' will require adequate protection from the weather.
b. The inlet and outlet of the rotary valve should be securely covered to protect the interior while in storage.
For prolonged storage an anti-rust compound should be applied to all interior surfaces. See motor and
reducer data for storage rules.

c. After storage and prior to start-up, the rotary valve and its drive train should be inspected by qualified

personnel.
2. Long Term Storage

a. Spray the interior of the valve with an anti-rust preservative oil.

b. Provide and install metal covers for inlet and outlet flanges with at least four capscrews in each flange.
Keep covers on unit until ready for service.

c. Completely fill worm gear speed reducers with oil, replace vented fill plug with solid plug. Retain vented
plug for future operation. Read and follow motor, speed reducer, and other equipment manufacturer’s
instructions for long term storage.

d. Plug all conduit box openings on motors and switches.

e. Store off the floor in a dry, adequately ventilated, indoor area not subject to extreme temperature
changes. These requirements are minimum.

f.  If stored for more than 6 months, turn the rotor a couple of revolutions every six months. Leave the
rotor in a different angular position after turning.

3. Placing In Service After Long Term Storage
a. Drain and re-fill worm gear speed reducer with appropriate lubricant to proper level. Replace solid
i plug in fill opening with vented unit. Review speed reducer manufacturer’s instructions for additional
' requirements. | '
b. Follow motor manufacturer’s instructions for removing motor from storage.
c. Clean preservative oil from interior of valve.




el SECTION Il Continued
INSTALLATION

C. MOUNTING '

1. Prior to installing the valve and with the power disconnected, check to assure no foreign objects have been
left inside or have accidentally fallen into the valve.

2. We recommend that inlet and outlet flanges remain covered until the valve is ready to be attached to the
mating equipment.

3. Rotary Valves must be installed with the top and bottom flanges parallel to the mating system flanges and
adequately supported to prevent distortion.

CAUTION - Never operate a rotary valve unless the inlet and outlet openings are protected with temporary flange
covers, the connecting equipment or approved guards. Contact Wm. W. Meyer & Sons, Inc. for flange guards if
flanges are open during operation. -

D. ELECTRICAL CONNECTION

1. Check for correct rotation by “bumping” motor. Unless specified otherwise, Meyer rotary airlock valves
operate in the clockwise direction as viewed from the drive end.

- _ROTATION 3
NOILV1OH B

DANGER - Disconnect power before servicing motor or drive components.

2. When safety switches are supplied, they must be interlocked to provide adequate personnel protection.
Safety switches are an extra cost option available for any rotary valve where its particular operating condition
may warrant the use of switches to improve the safe operation of the valve. We urge each customer to
review each rotary valve installation for this safety switch consideration. If furnished, never manually override
or electrically by-pass any protective device. Contact Wm. W. Meyer & Sons, Inc., for assistance in review-
ing your particular rotary valve installation. Also contact your plant safety director and ask for a review of the
rotary valve installation with regard to safety.

SECTION IV

\ 4
(- '
START-UP PROCEDURE

1. Prior to actual operation, the operator must familiarize himself with the method of starting and stopping the
Rotary Valve, and the status of supporting utilities.

2. The general appearance of the Rotary Valve and surrounding area should be visually inspected to determine
that the valve can be operated safely and without causing any type of damage.

3. Assure that the speed reducer has been filled to the correct level with the appropriate lubricant as recom-
mended by the manufacturer. Lubrication instructions were included with the rotary valve.
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Wb SECTION IV Continued

START-UP PROCEDURE

“Bump” the unit with the motor starter to check for correct rotation. Change the phase sequence to the motor
if rotation is wrong. Always assure the unit is properly grounded in accordance with OSHA, the NEC and
local codes.
Start the unit again, noting any unusual noise or vibration. If noise is evident it is recommended that the
equipment be shut down and reinspected for foreign materials. If no obstruction appears you should contact
Meyer and Sons before any further operation. Assure motor amperage does not exceed name-plated value.
Guards and vaive inspection doors should be in place and closed tightly whenever the rotor is turning.
When shutting down the Rotary Valve, shut off supporting utilities in accordance with plant operating proce-
dures.
When cleaning or servicing is required of the valve, proper lock out of electrical, compressed gas and any
auxiliary equipment should be completed before the work is started.
After the initial operating period, we recommend that your plant engineering and maintenance personnel
continue to monitor the operation of the valve on a regular schedule. Particular attention should be paid to
the following items:
a. Speed Reducer
Check for proper lubrication, excessive heat, vibration or unusual noise which may indicate a problem
with the speed reducer.
b. Bearings
The condition of rotary valve bearings should be checked routinely. Excessive heat, vibration, or
unusual noise indicates a potential problem.
c. Seals
The type of seal depends on the model and options of your Meyer Rotary Airlock. Maintenance is
limited to replacement of the seal or packing when the wear and leakage becomes excessive.
d. Drive
The drive should run smoothly with minimal vibration. If the unit is jumping or shaking check for
proper chain tension and chain alignment. If the problem persists consult Meyer Engineering for an
application review. The clipping that can result from certain kinds of materials can destroy a rotary
valve in short order.

GENERAL INSPECTION
1.

Observe equipment for any unusual vibration, noise or operating temperatures in excess of the maximum
specified for your installation.

Check valve flange and purge connections, and all nuts/capscrews for tightness.
Be alert to oil leaks on machinery and around the surrounding area.

Inspect inlet and outlet fittings, flanges and ducts for leaks. Check utility service piping and associated
valves and gauges attached to the Rotary Valve.

. Gheck all accessories for proper operation. Check safety switches for adjustment, and operating mechanism

for alignment.




SECTION V

PROPER CARE AND HANDLING

The Meyer rotary airlock feeder has been manufactured from the finest materials available to exacting standards
of workmanship. Very close and precise tolerances assure the best possible fit and seal between all compo-
nents. As with any quality product, they should be given proper handling and care, as outlined below:

1. Do not attempt to switch the rotor from one housing into that of another without contacting the Meyer factory.
Due to temperature and application considerations not all parts are interchangeable. Some housings and
rotors are “mated”. They are not interchangeable.

2. Use special care and handling to avoid spoiling (i.e., nicking, scoring, gouging, galling, etc.) any internal
surface, edge or contour of the housing, rotor or endplate. Any degradation of these machined surfaces
may upset the internal clearances, cause the valve to bind and cause extensive damage.

3. Rotary airlocks of cast iron construction without any special purpose surface coating (such as electro-less
nickel) are subject to rust and corrosion when exposed to moisture. If water is used as a cleansing agent,
be sure valve is completely dry and rotor is free to turn before returning to service.

4. Sealed and pre-lubricated bearings are normally supplied with the rotary airlock. If the rotary valve compo-
nents are to be submerged in a cleaning tank or similar type of bath, the bearings must first be removed
from the headplate.

5. Always clean and inspect one valve at a time and reassemble immediately to avoid mismatching parts.

Bkl oECTION VI
MAINTENANCE

DANGER - Before beginning any work on the rotary valve, make sure that the circuit breakers that control
incoming power to the gearhead motor are LOCKED OFF.

[ A. LUBRICATION

1. Speed Reducer

Standard models utilize a right angle worm gear type. Optional parallel shaft helical gear reducers or other types

are available as required. Lubricant instructions published by the particular reducer manufacturer are included

with the rotary valve.

2. Bearings

a. Ball Bearing Units
Rotary airlock feeders manufactured with ball bearings utilize pre-lubricated, sealed, anti-friction ball bearings
that do not require regreasing. Optional grease fittings are available to make the bearings regreasable. A
Lithium Base NLG! #2 grease may be used for relubrication. Remove the bearing caps prior to regreasing
and when grease begins to come out of the seals, the bearings will contain the correct amount of lubricant.
For HDX (Heavy Duty Extra Tough) Valves designed to operate in applications above 500 Deg F, special
bearings and lubricant are recommended. DC-41 lubricant is typically used for these high temperature
applications.




el SECTION VI Continued
MAINTENANCE

b. Spherical Bearing Units
Rotary airlock feeders manufactured with spherical bearings require regreasing. Grease fittings are standard
to make the bearings regreasable. A Lithium Base NLGI #2 grease may be used for relubrication.

3. Seals/Packing Gland
SD (Standard Duty) Feeders are supplied with Lip Seals in the headplate inboard of the bearings.

HDT (Heavy Duty Tough) Feeders are supplied with Multi Seal™ shaft seals consisting of a Teflon shaft sleeve
with Buna-N quad rings. Maintenance is limited to replacement of the Multi Seal™ in each headplate when wear
and leakage become excessive.

HD (Heavy Duty Extra Tough) Feeders are supplied with graphite impregnated aramid fiber packing within the
packing gland housing. Optional Teflon Chevron, U-Cup, or braided shaft seals are also available. Maintenance
is limited to replacement of the packing rings in each head plate when wear and leakage becomes excessive.

Air Purge or Grease Purge seals are available as an option on HDX Feeders. When air purge is selected, a
lantern ring is supplied inboard of the packing rings. Compressed air is introduced to the lantern ring through
a drilled hole in the headplate. Optional filter- regulator- lubricator and/or solenoid valve is available. The air
should be turned on before the valve is started and turned off after the valve is stopped to insure that dust does
not enter the lantern ring. Air pressure should be 10-15 psi above the valve operating pressure.

When grease purge is selected, a lantern ring and packing ring are placed inboard of the remaining packing
rings. Grease is introduced to the lantern ring through a drilled hole in the headplate. A Lithium Base NLGI #2
grease may be used for lubrication. A high temperature grease should be used when the product exceeds 300
Deg F.

4. Chain

The roller chain furnished with standard feeders is pre-lubricated at the factory. The chain should be oiled
periodically with a brush or spout can every 50 hours of operation. A good grade of non-detergent petroleum
base oil should be used with the viscosity shown below: '

“Ambient Temperature(Deg'F)' |~ "Lubricant™ ™
20-40 SAE 20
40-100 SAE 30
100-120 SAE 40
120-140 SAE 50

B. PACKING
The packing may be replaced in Meyer HDX Rotary Airlock Feeders without removing the feeder from the instal-
lation.

1. Remove packing gland stud nuts.
2. Pull back packing gland nut.

10



Weshee  SECTION VI Continued
MAINTENANCE

3. Remove packing with packing hook. ,

4. Lantern rings, when furnished, should be inspected for damage. Take care not to damage the lantern rings
as the feeder must be disassembled in order to replace them. If the lantern rings must be replaced follow
the disassembly instructions in Section VII.

5. Install new packing.

6. Push packing gland nut into packing carrier.

7. Replace and carefully tighten gland nut stud nuts to compress packing, but not to the extent that excessive
drag is forced on the shaft or that the packing is crushed.

C. SEAL STRIP REPLACEMENT
The seal strip replacement procedure is the same for SD, HDT, and HDX Feeders.

DANGER - Before beginning any work on the rotary valve, make sure that the circuit breakers that control
incoming power to the gearhead motor are LOCKED OFF.

1. Remove the feeder from the installation or gain access to the top and bottom of the feeder.
2. Remove the chain from the feeder sprocket.

Caution — Flexible seal stripS, such as Neoprene and Urethane, are installed on the trailing edge of the rotor blades.
Rigid seal strips, such as Teflon, brass, and steel, are installed on the leading edge of the rotor blade. New strips
should be installed in the same location.

3. Tum the feeder sprocket in a clockwise direction (facing the drive end) until one seal is completely clear.'
4. Unbolt the seal strip holder and remove the old seal strip.

5. Atter brushing off the loose material from the tip of the rotor and behind the old seal, fit in the new seal strip.

- The flexible seal strips have slots so that the new seal strip may be placed as high as possible on the rotor.
The seal strip should be slightly above the feeder inlet so that it will curve back from the direction of rotation.
Rigid seal strips should be installed with clearance.

6. Install seal strip holder and turn down capscrews finger tight. Tighten all screws with wrench.

/. Advance the rotor to the next position either by turning the feeder sprocket by hand, or by placing a pipe
wrench on the sprocket hub. Do not use a pipe wrench on the rotor shaft.

You will note that the feeder will become progressively harder to turn with the installation of each new flexible
seal, but this tightness is a must if the feeder is to have an air tight seal. A few drops of oil on each seal will
reduce the friction and allow the rotor to be turned easier.

The best way to reset/replace rigid seal strips is to remove the rotor completely from the housing, replace or
move the seal strips out beyond the housing inside diameter, and then machine the rotor to diameter and Iength
Attempting to adjust rigid seal strips inside the airlock will achieve a marginal result at best.

11
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v, SECTION.VH
DISASSEMBLY PROCEDURES

Because clearances are critical to the operation of the rotary airlock, document existing clearances before
disassembly. These values may be important during reassembly of the airlock or troubleshooting. Clearances
at the top and bottom and at leading and trailing blades can easily be measured with a feeler gauge.

Follow the disassembly procedure appropriate to your valve model. '

A. SD RAL DISASSEMBLY PROCEDURE
(See exploded view of feeder on page 25 to identify item numbers shown in parantheses)

DANGER - Before beginning any work on the rotary valve, make sure that the circuit breakers that control
incoming power to the gearhead motor are LOCKED OFF.

DISASSEMBLY

To remove the rotor (2) from the valve housing (1), follow these steps:

1. Remove the guard(26).

Remove the master link and chain(27).

Remove the sprockets(28) & (29).

Remove the guard backplate(25).

Unscrew (counter-clockwise) the bearing cap capscrews (7) and remove.

Remove the bearing caps (6) & (8).

Utilizing a hex key unscrew (counter-clockwise) the socket head setscrews that hold the bearings(5) to
the rotor shaft.

8. Choose the side of the valve you wish to pull the rotor out from and unscrew (counter-clockwise) the associ-
ated headplate capscrews (4) and remove. The other headplate may be optionally removed in the same
manner.

9. Slowly pull the headplate (3) straight away from the housing (1). Avoid pulling the headplate off in an uneven
“side to side” manner. Mishandling can cause damage to the seal. The bearing (5) will remain in the
headplate and slide off the shaft. The relationship between bearing and shaft is a clearance fit. The
headplate should slide off the rotor shaft with very little resistance and with the bearing and seal still intact.

10. Remove the rotor (2) by gripping the end of the shaft. Be prepared to support the weight of the rotor as it is
removed from the housing. Slowly and evenly pull the rotor straight out from the housing and out of the
other bearing. Be careful to avoid striking the housing bore with any edge of the rotor or dropping the rotor.
The rotor as well as interior of the valve is now open and exposed for cleaning and inspection.

To remove the bearing (5) and seal(9) from the headplate (3), follow these steps: '

11. The bearing is tap fit in its housing. Press the bearing out of the headplate in the direction of the bearing cap
(6) & (8).

12. Press the seals (9) from each headplate if removal is desired.

13. The valve is now ready for inspection and cleaning. The speed reducer(20) and speed reducer motor
base(14) may be removed if desired.

N oo N
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YR SECTION VI Continued
DISASSEMBLY PROCEDURES

B. HDT RAL DISASSEMBLY PROCEDURE
(See exploded view of feeder on page 26 to identify item numbers shown in parantheses)

DANGER - Before beginning any work on the rotary valve, make sure that the circuit breakers that control
incoming power to the gearhead motor are LOCKED OFF.

DISASSEMBLY

To remove the rotor (2) from the valve housing (1), follow these steps:
Remove the guard (6).

Remove the master link and chain (7).

Remove the sprockets (31) & (32).

Remove the guard backplate(30).

Utilizing a hex key loosen (counter-clockwise) the socket head setscrews in the clamping ring(9) around the
teflon Seal(10).

6. Utilizing a hex key unscrew (counter-clockwise) the socket head setscrews that hold the bearings(5) to the
rotor shaft.

7. Choose the side of the valve you wish to pull the rotor out from and unscrew (counter-clockwise) the associ-
ated headplate capscrews (4) and remove. The other headplate may be optionally removed in the same
manner.

8. Slowly pull the headplate (3) straight away from the housing (1). Avoid pulling the headplate off in an uneven
“side to side” manner. Mishandling can cause damage to the seal. The bearing (5) will remain in the
headplate and slide off the shaft. The relationship between bearing and shaft is a clearance fit. The
headplate should slide off the rotor shaft with very little resistance and with the bearing and seal still intact.

9. Remove the rotor (2) by gripping the end of the shaft. Be prepared to support the weight of the rotor as it is
removed from the housing. Slowly and evenly pull the rotor straight out from the housing and out of the
other bearing. Be careful to avoid striking the housing bore with any edge of the rotor or dropping the rotor.
The rotor as well as interior of the valve is now open and exposed for cleaning and inspection.

10. The bearing is tap fit in its housing. Press the bearing out of the headplate.

11. The teflon seal (10) and clamping ring (9) may be removed from the headplate along with the three quad
rings (8).

12. The valve is now ready for inspection and cleaning. The speed reducer (20) and speed reducer motor
base(13) may be removed if desired.

A = A

C. HDX RAL DISASSEMBLY PROCEDURE (Ball Bearing Design)
(See exploded view of feeder on page 27 to identify item numbers shown in parantheses)

DANGER - Before beginning any work on the rotary valve, make sure that the circuit breakers that control
incoming power to the gearhead motor are LOCKED OFF.

13
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Weshel  SECTION VII Continued
DISASSEMBLY PROCEDURES

DISASSEMBLY

To remove the rotor (2) from the valve housing (1), follow these steps:

Remove the guard (31).

Remove the master link and chain (32).

Remove the sprockets (33) & (34).

Remove the guard backplate (30).

Loosen (but do not remove) the gland nut hex nuts (8) on the packing gland studs (11) in each headplate (3).
Unscrew (counter-clockwise) the bearing cap capscrews (7) and remove.

Remove the bearing caps (6) & (19).

Utilizing a hex key unscrew (counter-clockwise) the socket head setscrews that hold the bearings(s) to the
rotor shaft.

Choose the side of the valve you wish to pull the rotor out from and unscrew (counter-clockwise) the associ-
ated headplate capscrews (4) and remove. The other headplate may be optionally removed in the same
manner.

10. Using any two of the bearing carrier spokes as handles, slowly pull the headplate (3) straight away from the
housing (1). Avoid pulling the headplate off in an uneven “side to side” manner. Mishandling can cause
damage to the seal. The bearing (5) will remain in the headplate and slide off the shaft. The relationship
between bearing and shaft is a clearance fit. The headplate should slide off the rotor shaft with very little
resistance and with the bearing and seal still intact.

11. Remove the rotor (2) by gripping the end of the shaft. Be prepared to support the weight of the rotor as it is
removed from the housing. Slowly and evenly pull the rotor straight out from the housing and out of the
other bearing. Be careful to avoid striking the housing bore with any edge of the rotor or dropping the rotor.

The rotor as well as interior of the valve is now open and exposed for cleaning and inspection.
To remove the seals packing (10) from each headplate, follow these steps:

12. Unscrew (counter-clockwise) and remove the two gland hex nuts (8) on the packing gland studs (11) in
each headplate (3). Slide the gland nut (9) off the threaded studs and remove.

13. The rotary airlock will usually have graphite aramid fiber packing rings (10) seated in the packing gland
housing. This packing is clearance fit and is removed by reaching into the gland housing with a probe and
working the packing rings straight out one at a time. Optional high temperature and three different styles of
teflon packing rings are available.

14. The bearing (5) is tap fit in its housing. To remove the bearing from the headplate (3) press the bearing out of
the headplate in the direction of the bearing cap (6) & (19).

15. The valve is now ready for inspection and cleaning. The speed reducer(20) and speed reducer motor
base(13) may be removed if desired.

N O W
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SECTION VIl Continued
DISASSEMBLY PROCEDURES

D. 16X16 - 22X22 HDX RAL DISASSEMBLY PROCEDURE (Spherical Bearing Design)
(See exploded view of feeder on page 28 to identify item numbers shown in parantheses)

'DANGER - Before beginning any work on the rotary valve, make sure that the circuit breakers that control
incoming power to the gearhead motor are LOCKED OFF.

DISASSEMBLY

To remove the rotor (2) from the valve housing (1), follow these steps:

1. Remove the guard (31).

2. Remove the master link and chain (32).

3. Remove the sprockets (33) & (34).

4. Remove the guard backplate (30).

5. Loosen (but do not remove) the gland nut hex nuts (8) on the packing gland studs (11) in each headplate (3).

6. Unscrew (counter-clockwise) the bearing cap capscrews (7) and remove.

7. Remove the blind end bearing cap (6) and drive end bearing retainer (19).

8. Straighten the tab on the lockwasher (42) which holds the locknut (41) in position on the drive end bearing (5). ‘

Utilizing a spanner wrench unscrew (counter-clockwise) the locknut (41) that holds the drive end bearing (5) to
the rotor shaft. Remove locknut (41) and lockwasher (42).

9. Choose the side of the valve you wish to pull the rotor out from and unscrew (counter-clockwise) the associ-
ated headplate capscrews (4) and remove. The other headplate may be optionally removed in the same
manner.

10. Using any two of the bearing carrier spokes as handles, slowly pull the headplate (3) straight away from the
housing (1). Avoid pulling the headplate off in an uneven “side to side” manner. Mishandling can cause
damage to the seal. The bearing (5) will remain in the headplate and slide off the shaft. The relationship
between bearing and shaft is a clearance fit. The headplate should slide off the rotor shaft with very little
resistance and with the bearing and 'seal still intact.

11. Remove the rotor (2) by gripping the end of the shaft. Be prepared to support the weight of the rotor as it is
- removed from the housing. Slowly and evenly pull the rotor straight out from the housing and out of the
other bearing. Be careful to avoid striking the housing bore with any edge of the rotor or dropping the rotor.

The rotor as well as interior of the valve is now open and exposed for cleaning and inspection. -
- To remove the seals packing (10) from each headplate, follow these steps:

12. Unscrew (counter-clockwise) and remove the two gland hex nuts (8) on the packing gland studs (11) in each
headplate (3).” Slide the gland nut (9) off the threaded studs and remove.

13. The rotary airlock will usually have graphite aramid fiber packing rings (10) seated in the packing gland
housing. This packing is clearance fit and is removed by reaching into the gland housing with a probe and
working the packing rings straight out one at a time. Optional high temperature and three different styles of
teflon packing rings are available.
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Wedeed  SECTION VII Continued
DISASSEMBLY PROCEDURES

14. The bearing (5) is tap fit in its housing. To remove the bearing from the headplate (3) press the bearing out
of the headplate in the direction of the blind end bearing cap (6) or drive end bearing retainer (19).

15. Seals (43) (44) in the headplates (3) and drive end bearing retainer (19) may also be removed.

16. The valve is now ready for inspection and cleaning. The speed reducer (20) and speed reducer motor
base(13) may be removed if desired. , -

E. 26X26 — 36X36 HDX RAL DISASSEMBLY PROCEDURE (Spherical Bearing Design)
(See exploded view of feeder on page 29 to identify item numbers shown in parantheses)

DANGER - Before beginning any work on the rotary valve,‘ make shre that the circuit breakers that control
incoming power to the gearhead motor are LOCKED OFF.

DISASSEMBLY 4

To remove the rotor (2) from the valve housing (1), follow these steps:

Remove the guard (31).

Remove the master link and chain (32).

Remove the sprockets (33) & (34).

Remove the guard backplate (30).

Loosen (but do not remove) the gland nut capscrews (8) on each headplate (3).

Unscrew (counter-clockwise) the bearing retainer & bearing cover capscrews (41) and remove. As the
capscrews are removed, shims (42) may fall out on the drive end. Carefully remove the shims and docu-
ment their locations. There may be shims on both inboard and outboard sides of the drive headplate.
There should not be any shims on the blind headplate.

7. Remove the outboard drive end bearing retainer (19) and blind end bearing cover (7).

8. Set up and pull the bearings. (Consult Factory for the “Bearing Installation & Removal Drawing™). A hydraulic

jack and pulling equipment will need to be secured. The bearing is interference fit on the shaft and clearance
fit in the headplate.

9. Choose the side of the valve you wish to pull the rotor out from and unscrew (counter-clockwise) the associ-
ated headplate capscrews (4) and remove. The other headplate may be optionally removed in the same
manner. Secure the inboard seal retainers (6) (18) with temporary fasteners to the bearing boss on the
headplate. This will prevent the seal retainers (6) (18) from falling off the end of the shaft and being damaged
when the headplate is removed. - :

10. Slowly pull the headplate (3) straight away from the housing (’1)' Avoid pulling the headplate off in an uneven

“side to side” manner. As the headplate is removed the inboard seal retainér (6) (18) will slide off the end of
the shaft. It will not drop if secured as suggested in 9. ‘ ,

ook W~
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Subell S CTION VIl Continued
- DISASSEMBLY PROCEDURES

11. Remove the rotor (2) by gripping the end of the shaft. Be prepared to support the weight of the rotor as it is
removed from the housing. Slowly and evenly pull the rotor straight out from the housing and out of the
other bearing. Be careful to avoid striking the housing bore with any edge of the rotor or dropping the rotor.

The rotor as well as interior of the valve is now open and exposed for cleaning and inspection.
To remove the seals (10) from each headplate, follow these steps:

12. Unscrew (counter-clockwise) and remove the two packing gland stud nuts (8) on each headplate (3).
Slide the gland nut (9) out of the headplate (3) and remove.

13. The rotary airlock will usually have graphite aramid fiber packing rings seal (10) seated in the packing gland
housing. This packing is clearance fit and is removed by reaching into the gland housing with a probe and

working the packing rings straight out one at a time. Optional high temperature and three different styles of
teflon packing rings are available.

14. The seals may be pressed out of the seal retainers if they need to be replaced. Note that the two inboard
seals are different from the drive end outboard seal. Also, note that the two inboard seal retainers are
different, the blind end inboard seal retainer has a shorter step because the blind end bearing floats.

15. The valve is now ready for inspection and cleaning. The speed reducer (20) and speed reducer motor base
(13) may be removed if desired.

\ __
v SECTION VIl
N REASSEMBLY PROCEDURES

Follow the procedure appropriate to your valve model.

A. SD RAL REASSEMBLY PROCEDURE
(See exploded view of feeder on page 25 to identify item numbers shown in parantheses)

1. Rest a headplate (3) “face down” on a clean surface so that the bearing housing is pointed up. Inspect the
bearing housing to insure it is clean and smooth.

Inspect the bearing(5) to assure it is clean, turns freely and does not drag or bind at any point.
Do not install the bearing (5) into its housing at this time.
With the headplate still “face down”, inspect the seal housing to insure it is clean and smooth.

Press the seal(9) into the headplate. The seal spring should face toward the interior of the valve. Put a light
film of oil or grease on the lip of the seal so that it slides onto the shaft easily.

Repeat this procedure for the other headplate.
. Press the bearing (5) into each headplate (3). Be careful to press on the outer race only.

8. Inspect the rotor (2) and housing (1) to assure they are clean and dry, the surfaces smooth and free of nicks,
divots, or any rough spots that will interfere with the mated fit.
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