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WESTERN PNEUMATICS, INC

DESIGN, FABRICATION, INSTALLATION START-UP &SERVICE

PEEDER ASSEMBLY,

Western Pneumatics is the
LARGEST manufacturer
of feeders in the

United States because -

* Vertical mounting of motor (12:00
position) for ease of maintenance.

* WP is very diligent about holding
clearances between rotor and housing.

® Rotor end bell scraper bars to
eliminate packing between end of rotor
and end of housing,

o WP feeders have easy access to the belt

» WP feeders have grease rings at the guard.
ff;f;;%ﬁl}?:d:l(:j];elp seal and * Brass end seals are locked in place with
v p 8 pull-back bolts.

The top infeed has a smooth interior
so there are no knife pockets or ledges
to encourage material build up.

¢ Western Pneumatics offers an excellent
feeder exchange and rebuild program.

* Field service and inspections are

® WP feeders are interchangeable with available 365 days a year.

other brands with only minor
adjustments. ¢ New feeders of almost all sizes are in

« Larger feeder knife doors are hinged. stock ready for immediate shipment.

¢ WP feeders have heavier rotor blades * Multiple rebuilding locations.

and shafts than other brands. * WP feeders go through rigid fifteen

* The end of the shaft is drilled and point quality control process.
tapped for inclusion of a motion switch.

- Entire rotor tip has
stainless steel overlay

with relieved back. J

PO Box 21340

Eugene, Oregon 97402 FEEDER
Telephone: 541-461-2600

Fax: 541-461-2606 AN ALI] N

www.westernp.com




FEEDER ASSEMBLY
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R FT3/ Un/its , . ASSY
SIZE CFR | HP ICI MIN Hr A | B C D E F G H | J # WT
| 100% l _ ] ’

12x16| .64 3 [45] 288 | 86 |16 |13 | 17 _13 15 | 69 9.5 |17.25 36 33 .1,357
14x18| .93 3 145 41.9 126 [18 [ 15] 19 15 18 | 69 110.25118.25]| 36 | 33 | 1,565
16x20| 146 | 3 | 45| 657 | 197 |20 16| 21 | 17 | 21|69 [1075]|19.25| 36 | 33 | 1,956
20x20} 219 | 3 [ 42| 922 | 277 | 25|21 ]21.25{17.25| 26 | 69 | 13.25]19.25| 36 | 33 | 2,757
20 x 25 2.93 5 | 42 | 123.0 | 36.9 | 25 [ 21 | 26.25[22.25 [ 26 | 93 | 13.25 | 21 .75] 48 | 45 3,025
20x30]| 3.66 | 5 | 42| 153.8 | 46.2 | 25|21 {31.25]27.25| 26 | 93 | 13.25 24251 48 | 45 | 3,307
25x25]| 452 | 5 [ 38| 171.8 | 51.5 | 31|26 [26.25[21.25( 32 | 93 |16.25 | 21.75| 48 | 45 | 3,460
25x30[ 565 [ 5 |38 ] 2145 | 64.4 |31 [26]31.25[26.25| 32 | 93 |16.25|24.25| 48 | 45 3,791
25x35| 678 | 5 | 38 | 258.0 | 77.4 | 31| 26 {36.25]| 31 25|32 | 93 |16.2526.75| 48 | 45 | 4,122
30x30}1 845 ({75] 35| 296.0 | 88.8 38 [32)31.25/25.25| 38 | 93 {20.38 | 26.38 | 48 | 45 | 4,957
30x35}10.30|7.5| 35 | 361.0 | 108 |38 |32 )36.25|30.25| 38 | 93 |20.38 | 28.88 | 48 | 45 | 5,223
30x40]|11.10] 10 [ 35} 389.0 | 117 | 38 32  41.25135.25| 38 |105(20.38 { 31.38] 51 | 54 | 5,960
30x45]12.70| 10 | 35 | 445.0 | 133 |38 | 32 |46.25 »51_'0.25 38 | 105 | 20.38 33.88 | 51 | 54 | 6,332
35x45117.201 15 | 32 | 550.0 | 165 | 44 | 36 48 42 44 1105123.38 |134.63| 51 | 54 | 8,172
35x5019.35[ 15 { 32 | 620.0 | 186 |44 [ 36| 53 47 44 1122 123.38 {37.13| 60 | 62 9,330 |
35x565121.00] 15| 32 | 688.0 | 206 | 44 | 36 58 52 |44 1122]23.38 139.63| 60 | 62 | 9,980
45x45130.00] 20 | 28 | 857.0 | 257 | 55|43 | 47 | 40 | 54 |[122]28.38 |37.88| 60 | 62 | 12,660
45x50133.75[ 20| 28 | 965.0 | 289 | 55| 43 52 45 54 1122 28.38 140.38] 60 | 62 | 13,160
45x 55137.501| 20 | 28 |1080.0| 321 | 55| 43| 57 50 54 | 122 ]28.38 |1 42.88 | 60 | 62 | 13,960

All dimensions are in inches. Dimensions are for reference only, apply for certified drawingé.

PO Box 21340

WESTERN PNEUMATICS, INC

ONE Single SOURCE

DESIGN, FABRICATION, INSTALLATION, START-UP & SERVICE

MADE IN USA

Eugene, Oregon 97402
Telephone: 541-461-2600

Fax: 541-461-2606
www.westernp.com



I FEEDER INSTALLATION

Western Pneumatics, Inc. Rotary Airlock
Feeder Installation

The Western Pneumatics, Inc. feeder is designed
to meter material into the pneumatic pipeline.
This feeder has been carefully designed and
manufactured to displace a given amount of
material into the high pressure air stream and
prohibit the loss of air during this performance.

Equipment Check

Immediately after receipt of the equipment, a
careful check should be made to insure that all
items shown on the packing list have been
received and have not been damaged in TN
shipment.

A claim should be registered with the carrier
for damage or lost items of the shipment.

Important

The feeder unit has been stress-relieved and
employs special high alloy steel to assure
greater wearing ability. Do not weld or burn
any part of the feeder.

Installation

Lifting and Handling - Reasonable care should
be taken during unloading and moving to
insure against undue strain on the feeder.

When eye bolts or lifting lugs are used for
support, it shouid be pointed out that they are
designed and intended to be strong enough to
handle the weight of the feeder only.

Protective covers and rust preventatives should

be left in place until just prior to installation.
Location

If possible,.install the feeder in a light, clean dry
place with plenty of room for access to the
clean out door on the tee injector, access to
the top shearing knife and general
maintenance.

Foundation

For permaneht installation, we recommend
concrete foundations be provided, and the

INSTALLATION, OPERATION & MAINTENANCE MANUAL

equipment should be grouted to the concrete.
It is necessary that a suitable base be used, such
as a steel combination base under the feeder

~ and motor, or a separate sole plate under each.

Before grouting, equipment must be level, free
of all strains, and anchored so no movement
will occur during setting of grout.

After grout has completely hardened, a recheck
is necessary to compensate for shrinkage, etc.
If required, add shims under feeder feet to
obtain final level and alignment.

Where jack screws or wedges are used during
grouting, they must be backed off or removed
before final tightening of anchor bolts.

Where a concrete foundation is not feasible,
care must be taken to insure anchoring to firm
structural members.

Lubricatioln

Important: Do Not start up the feeder until
you are positive that it has been properly and
fully lubricated. Please refer to the Maintenance
section of this manual.

Alignment

When belt driven, faces of sheaves must be in
line after proper belt tension has been
achieved. On direct connect units, alignment
and lubrication of couplings should be made in
accordance with specifications of coupling
manufacturers.

When mounted drives are supplied from the
factory, proper alignment has been established
before shipment. However, during shipping,
handling and installation it is likely that the
alignment has been disturbed and final
adjustment must be made before start up.
Sheave should be mounted as close as possible
to the feeder housing. '

l. _FEEDER INSTALLATION (cont.)

Rotation

Western Pneumatics, inc. feeders are assembled
for rotation in ONE DIRECTION ONLY. Proper
rotation is shown by the directional arrow over
the drive shaft extension. ’

G:\Engineering\Pneumatics\Manuals\FDRW Feeder Manual\PG 2,4,5,6,7, 12 FEEDER MANUAL.doc
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Removing Protective Materialé

The shaft extension is protected with rust
preventive which can be removed with any
standard solvent. -

Feeder inlet and outlet are temporarily capped
to keep out dirt and other contaminants during
shipping. These covers must be removed
before start up.

Sa?ety Precautions
All rotating parts should be protected bv
guards to eliminate hazards to operating

personnel. Please refer to the “Safety Notice"
section of the manual. _

Feeder Inlet Hopper.

G:\Engineering\Pneumatics\Manuais\FDRW Feeder Manual\PG 2,4,5,6,7, 12 FEEDER MANUAL.doC
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The feeder inlet hopper must be designed to

direct the material in the same direction with
the rotation of the feeder. This will allow the
material to enter the rotor vanes and minimize
excessive shearing action by the top knife. .

Discharge Fitting (Tee Injector) -

The tee injector designed and manufactured by
Western Pneumatics, Inc. is a key item in the
performance of the system. This special fitting
allows the material to enter the air stream with
minimal turbulence as it is discharged from the
feeder. A check valve is located at the back of
the tee injector. This valve separates the
blower and feeder. If the pipeline should plug .
and the blower reverses rotation, the valve will
close, eliminating the suction of material into
the blower impellers.

~ Note: This fitting may not always be supplied

with the feeder.

-5-
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FEEDER MAINTENANCE

Western Pneumatics' feeders are produced to meet the industry's highest manufacturing standards
with emphasis on strict quality control. A consc;entlous maintenance program wsll ensure many
years of reliable performance.

1

CLEARANCES

Internal clearances between rotor and housing are held to a maximum of .001" per inch of
rotor diameter to maintain a minimum of air loss through the feeder. Foreign objects
entering the feeder can damage the rotor and housing so it is recommended that metal
detection or rock drop-out equipment be used in feeder infeed systems.

It is also recommended that you do not burn or weld on feeder itself since weldmg will
cause distortion to housing and alter internal clearances.

1.1 Rotor to Housing Clearance - has the greatest opportunity to be knocked out of
adjustment and should be checked on a weekly basis depending on application. ‘

Clearance to Rotor Total Clearance

Diameter of Rotor to Housing per Side Rotor to Housing
12" ) 006" 012"
14" ‘ .007¢ 014"
16" .00g" .016"
20'f : 010" .020"
30" .015" ' .030"
35" | 0175 035"

1.2 Rotor to Brass End Seals - The rotor brass end seals are not as vulnerable to
misalignment and do not need adjusting as often. Clearances can be reset by
following instructions set forth in Maintenance Procedure Item 4.5.

1.3 The top knife should be set at .006" to .010" clearance to rotor.
1.4 The bottom knife should be set at .010" to .015" clearance to rotor.

FEEDER SHEAR KNIVES

: The'life of the feeder depends on the maintenance of the knives. If the knives are

improperly fitted, nicked or rounded, wearing of the rotor and housing will be accelerated.
Replacement or regrinding of the knives may take place on a weekly or monthly basis
depending on the amount of time the feeder is in use, and the type of material being
handled.

2.1 Scoring and deterioration of chrome

2.2 Loss of shearing action of large pieces of material that would not normally be
accepted into the conveying system pipeline.

G:\Engiﬁeerlng\Pneumatlcs\Manuals\FDRW Feeder Manual\PG 2,4,5,6,7, 12 FEEDER MANUAL.docC
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FEEDER MAINTENANCE (cont.)

2.3 Abnormal build up of pitch and resin.
24 Improper wear of rotor.

ROTOR

The constant shearing action of the rotor tips will gradually cause them to wear, creating a
loss of positive feeding action and an increase in system pressure.

When the rotor to housing clearance exceeds Western Pneumatics’ recommended
clearances by .010"..

31 The rotor tips should be built up and turned.
3.2 Necessary repairs made to the feeder housing
3.3 The shear knives should be re-shérpened or replaced

Note: Western Pneumatics Inc. would be happy to give vou a quotatlon for feeder re-build
work.

MAINTENANCE PROCEDURE

' a1 FIRST, AND MOST IMPORTANT, electrically lock out feeder at safety switch mounted

on fGEdEI’

42 Rotate feeder by hand and inspect the rotor tip to housing clearances below the top
knife. CAUTION! SERIQUS INJURY TO FINGERS CAN RESULT - EXERCISE EXTREME CAUTION.

4.3 If clearance exceeds listed value by .010", adjustment should be made by loosenmg
the top knife bolts and positioning the top knife to obtain proper clearance.

4.4 The same procedure is done for the bottom knife.

4.5 Check end seal clearances. If it exceede .006", readjust using three adjusting screws
which protrude from the top of each end bell. Re-set to .004" to .006". Then siowly
turn the rotor shaft one complete revolution and re-check clearances.

4.6 Shaft seals should be greased once a month. A grease fitting is provided on each end
beli for this procedure. Use standard bearing grease. This grease is pumped into a
ring around the shaft to form a seal.

4.7 Bearing lubrication should be per manufacturer's recommendations. This may vary
due to actual working conditions. Over greasing may be harmful to the bearing seals.
Instead of grease lubrication, an accepted procedure would be an oil cup drip
system. The oil reservoir is to be filled on a weekly basis.

4.8  Gear box lubrication should be per manufacturer's recommendations

G:\Engineerlng\Pneumatics\Manuals\FDRW Feeder Manual\PG 2,4,5,6,7, 12 FEEDER MANUAL.docC
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>mm\% BARE FEEDER | : | RECOMMENDED SPARE PARTS

SEE SPARE PARTS LIST (PG. 8)

# Q. PART DESCRIPTION
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a

FEEDER SPARE PARTS LIST
' MODEL EDRW::REFERENCE DWG;AA992DAPM (PG. 8)

[ I OV O
[MopEL SHAFT BEARINGS |R0‘I'OR BUSHING] TOP KNIFE. TOP - BOTTOM: |/BRASS SEAL SEAL GREASE
SIZE (2) REQUIRED | ({2) REQUIRED CLAMPS- KNIFE KNIFE i1(2) REQUIRED () REQUIRED |, RING. . .

DWG REF # 4| DWG REF # 5|7 DWG REF.#16|vsDWG REF #.9| DWG REF.# 7| DWGREF#8]: DWGREF#13 DWG REF #15] DWG REF # 12
PART NUMBER| PART NUMBER| PART NUMBER|PART NUMBER|PART NUMBERIPART NUMBER|PART NUMBER __ 1Q0280A _ |PART NUMBER.
12x 16 N/A** BHO680A N/A CEOG1BA (1)'.] BPO31BA | BPOI5BA |7 I0009BA__ | 9:15/16" 1 _FUOO4BA _ |

14x18] GF154DA ] BHOGBOA ] IE0600A | CEOGPBA(2) | BPUSZBA | BPOTGBA_I7 100T0BA |- 8-i/i6. —|—_FUGOSBA ]

16x20] GFi55DA_ ] BHOBBOA | IEO600A | CEO62BA(2) | BP033BA | BPOT7BA It IQOT1BA_ .| _6:116" _|__FUOOSBAJ

20x20] _GF156DA ] BHO700A ] IE0710A_ ] CEO62BA (2) | BPO33BA | BPO1SBA ]t IG0IZBA. - E_9:15/16"__|__FUOGBA )
1 ]

20X 25]  GF157DA

BHO710A | - IE1720A | .CEO62BA (3)' | BPO35BA | BPO19BA . 11-38"___|.__FUGO7BA.
20 x 30]  GF158DA BHO710A | IE1720A ] CEOB2BA (3)° | BPO38BA BP022BA _[¥-10012BA.if-—11-a/8~ __|.__FUGO7BA__J
25x25] GF159DA | BHO710A ] IE1720A ] CEOB3BA (3 | BPO3SBA BPO19BA_J& “IQ013BA. | 11:3/8" _| _FUCO7BA ]

25 % 30| GF160DA | BHO7I0A | IE1720A ]| CEOBIBA () | BP03eBA | BPO2IBA
25x35] GF161DA | BHO720A | IE0730A | CEO63BA (4" | BPO39BA BPO23IBA __FUQOBBA. J
30x30] GF162DA | BHO720A ] IEO730A ] .CEOB4BA (3 | BPO40BA BP022BA 3[¥_12:5/8°__].__FUOOBBA_J
30x35] GF163DA | BHO720A ]| IEO730A  ].GEOBABA (4) | BPO41BA BPO23BA_[: £10014BA._J|¥ 312:4/8° | FUOOBBA_J
| |
| |

e 12380 ). _FUOO7BA__J

30x40] GF164DA BHO720A IEQ730A. | CEQ84BA (3)* BP0B0OBA BP026BA  |E :1Q014BA: 3%~ *12:5/8% _F_FUOOBBA,_J
30 x 45] GF165DA BHO730A IE1020A | CEOB4BA (4)* BP0B1BA BP084BA  |B-=IQ014BAY -a|® 214:3/8° 1. .FUOOIBA. _J
30x55| GF166DA | not developed not developed {. ‘CEOMBA BP082BA BPOB3BA  E:#1Q014BA: | not developed | ___FUOQ9BA. |

35 x45] _GF167DA | BHO730A ] IE1020A | CEOB4BA (4)°.] BPOSIBA BPOB4BA__[~ -1Q015BA" i|F _ 14-3/8" | FUOOSBA
35x50] GF168DA__]|_ BHOT30A | IE1020A | CEOB4BA (4 | BPO758A BPOBSBA__|*_1Q015BA" 4|® #14:3/8"_|. FUOOSBA. I
[35 x55] _GF253DA__ | BHO730A | JE1020A _|.CEOB4BA (4)° | _BP08ZBA BPOB3BA__ |1 -1Q015BA» | BEA14:/8°%_ 3|7 FUOOOBA |
45 x 45] _GF254DA | _BH1130A ] IE1710A ] CEOB4BA (4 | BPOBIBA BPOB4BA__|© 71Q025BAY. A|WWi5:7/8" | FUOIIBA
45x50] _GF255DA | BH110A | IE1710A | CEOBABA(4)' | BPO75BA | BPOBSBA jFuoozsaAwinr =15:7/8" . |__FUOTIBA_ 4

45x55| GF256DA__|__BH1130A ]__1E1710A | CE084BA (4)* | BP082BA BPO83BA ___FUOIIBA. I

I'benotes quantity required | |"Requires a Factory rebuild ' ] -

GEng\PneutM 9 for approvalFeeder Drive Price Book -9- 12/1/2003 9:14 AM



RECOMMENDED SPARE PARTS
SEE SPARE PARTS LIST (PG. 11)

BEF §

PART DESCRIPTION

4

REDUCER

13

REDUCER BUSHING

15

MOTOR SHEAVE BUSHING

16

WMOTOR SHEAVE.

17

REDUCER SHEAVE

18

(118
1
1
1
1
1
1

REDUCER SHEAVE BUSHING

19

*

BELT

20

1

MOTOR

+ = SEE FEEDER DRIVE SPARE PARTS LIST (PAGE 11) FOR QUANTITIES

GUARD REMOVED FOR CLARITY
j
5 _._ 5 ,
i
PART INDEX PART INDEX PART INDEX.
REF # QTY. |[UoM DESCRIPTION REF # QTY. [UOM i DESCRIPTION REF # QTY. [uoM ~ DESCRIPTION
, 2 | £n |BRACKET, REDUCER MOUNT 8 | 12 | £a [WASHER SPIT LOCK s | 1 | mcm:mzo. (MOTOR)
S 1 1 | a |ERACKET, TENSONER o | 12 | e [NLHR b | 1| o [EAL O
3 1 EA PLATE, MOTOR MOUNT 10 4 EA moxm<u. ALL THREAD 17 1 EA mzm»wm. (REDUCER)
+ | 1 | cn [GEAR. TORQUE ARM, REDUCER a | 6 | WL Iwmx 8 | 1 |ca [BUSHNC (REDUCER) o6 10
. T | £n [CUARD, BELT 12 | 6 | £a |SCREW. HEX HEAD CAP o | 2 |ea [BEIL ©2001 Vestern Posumatics,
- ” “ ﬁhmlu.n&ﬂsmﬁnmi
o | 4 | ca | SCREW HEX HERD CAP 5 | 1| ea [BUSHNG TAPERED BUSHING SET o | 1 |ea zojw s R
— SHALL NOT €€ COPED OR DISQLOSED
7 12 | EA WASHER, FLAT 14 12 |ea SCREW, HEX HEAD CAP o1 1 EA BRACKET, PIVOT SUPPORT ﬂ%ﬂ-ﬂ&%
T . ASSEMBLY NUMBER

AB350DA PM




FEEDER DRlVé SPARE PARTS LIST
MODEL FDRW / REFERENCE DWG. AB350DAPM (PG. 10)
REVISION £

p—————
"DRIVE:

T MOTOR

MODEL  REDUCER | REDUCER | REDUCER | REDUCER [ T ‘MOTOR | MOTOR l BELT

SIZE |- PART BUSHING SHEAVE  JSHEAVEBUSHING]: . -~ . ... -]: ‘SHEAVE. |SHEAVE BUSHING] (#) REQUIRED

NUMBER] DWGREF#4 | owareredjji owGREFn7 | owGRersis | DWG REF #20] OWG REF #16] DWG REF #15] DWG REF #19

WiMOTOR'|_PART NUMBER |PART NUMBER|PART NUMBER|PART NUMBER|PART NUMBER| PART NUMBER|PART NUMBER|PART NUMBE

_12x16 JFDD1216]  DDO0540A . IEO630A_ | GI0220A IE0620A | 'ER0480A- ' GI0210A: -i|* 1E0280A |- BM0330A (2)
L 14x18 |FDD1418] DD0540A | 1E0630A | GIO220A | IE0620A |i :EP0480A |t :GIO210A: i IEO280A | BM0330A (2) ]
[ 16x20 [FDOD1620]  DDO0S40A |- IEOBS0A | _GI0220A_ ]| IE0B20A  J& ~EPO480A: . .GIO210A . 1E0280A ] BM0330A (2]
[20x20 JFDD2020]_DD0550A. ] JET150A ] . GI0290A | IET100A | .EPO4B0A. o]  GIOZBOA. T.__1E0620A ] BM0920A (2) |
[20x25 [FDD2525]  DD0S550A ] IET150A ] GI0290A ] IETI00A ] _.EPO700A [ GIO2B0A |._IE0620A | BMO920A(2) |
[ 2030 [FD02030] _ DD0s50A | JET150A ] GI0260A | IETIG0A L EFO700A: J&~Gi0280A— ] 1E0620A__] BM0920A ) ]
[ 25x25 [FDD2525]. DDO550A___|. IE1150A_ ] GI0290A | JE1100A | _EPO700A. o _Glo270A__|_ _IE0280A | EMO0920A (2]
125x30 JFOD2530] DDOss0A__ | 1E1150A | G10290A T 1E1100A [ <EPO700A. i[r_iGI0270A 2. _1E0280A | BMO0920A (2) A}
[ 25%35 JFoD2535]  DDOSB0A . 1. IE1150A ] GI0200A T 1E1100A ¥ 4ERO700A- r%jizg:f.qglquoﬁ;il; ;IEOZBQA-Q:~BM092OA"(2)-]
[(30x30 [FDD3030] _ DD0210A__ | .1E0T70A | GI0320A | 1E0210A [i {EPO710A. i} {GI0300Awx[:. _IEO360A_ | BMO930A (3) ]
[ 30x35 TFDD3035] DDO0210A___]. IE0170A ] GIO320A -] IE0210A ]#.EPO7A0A. [&IGI0300Aw S|t _IEO360A__] BM0S30A (3) ]
[[30x40 JFDD3040]" — DD0450A__]. IE0490A ] GI0320A | IEC200A |z ZEP0210A% A]F- xGIO300R" [t IE0360A__] BM0960A (3) |
[ 3045 [FDD3045]_ DD0450A | IE0490A | GI0320A | 1E000A . EP0T0A I GIo300A | TEG350A" | BM0S60A (3) |
| 35x45 | FDD3545] DDOS60A_— | IE1770A ]| GI0330A ] IE1140A_]- EPOT10A_ I GIOS10A J__1E0190A" ] BMO0940A (3) ]
[ 35x50 JFDOD3550]" DD0560A | JIE1770A. | _GI0330A | IE1140A [ EPOTI0A I <GIO310A. -J.__1E0190A__] BM0940A (3) |
3555 [FOD3555]  DDOS60A ] IE1770A ] GI0330A | IE1140A_|° EPO110A | GIo3i0A “F 1E0150A T BMosaoA Gy ]
[ 45x45 JFDD4545] DD0570A | 1E1170A ] GIOT00A ] IET140A_|_ EP0720A I GIod40A ] IEG150A ] BMO950A () ]
| 45x50 TFOD4s50]_  DDOS70A ] IET170A ] GIO100A_ ] IE1140A | EP0720A L _Glo340A | IE0190A | BMO950A (4) ]

45 x55 JFDD4555]—_DDO0S70A__ ] IET170A |___GI0010A ] JET140A ] _EPO720A |- GI0340A. ] IE0190A_ | BMO0950A (4)_
G:Eng\PneL\Manuals\walllng for approval\Faeder Drive Price Book -11- 12/1/2003 8:21 AM



INSTALLATION, OPERATION & MAINTENANCE MANUAL

Vill. SAFETY NOTICE

1 Safety is basic and must be considered through all facets of operation and mamtenance on
any mechanical device. Using proper tools and methods can prevent serious accidents which
might result in injury to you or your fellow workers. Follow all proper procedures and safety
precautions listed in the operation and maintenance manual and/or issued by the manufacturer of
equipment. Insist that those working with you do the same. Almost all accidents are caused by
someone's carelessness or negligence.

2 The precautions listed may not necessarily be all-inclusive and others might occur to the
user which are peculiar to a particular operation or industry. in addition, nearly all employees are
now subject to the FEDERAL OCCUPATIONAL SAFETY AND HEALTH ACT OF 1970, amended, which will
continue to be issued under its authority.

3 At all times this equipment must be operated in accordance with the instructions and
precautions in this manual and on the caution plates attached to the equipment. only persons

- completely familiar with the instructions and precautions in the manual should be permitted to
operate or work on the unit. The operator should thoroughly understand these instructions and
precautions before attempting to operate this equipment. NOTICE: FAILURE TO OBSERVE AND
FOLLOW THESE PRECAUTIONS MAY RESULT IN SERIOUS PERSONAL INJURY OR PROPERTY DAMAGE

4 CAUTION:

4.1 ALWAYS operate unit according to instructions in this manual.
4.2 DO NOT open inspection doors while unit is in motion.

4.3 NEVER work on unit and related-components unless electrical power and motor drive(s) have
been locked out and tagged. _

4.4 DO NOT put unit to any other use than for which it was designed.

4.5  AVOID poking or prodding into unit opening with a bar or stick.

4.6 ALWAYS have a clear view of unit loading and unloading points and all safety devices.
4.7 KEEP area around the unit, drive and control station free of debris and obstacles.

4.8 NEVER operate unit without guards and all safety devices in position and functioning.

49 ALWAYS allow unit to stop naturally. DO NOT attempt to artificially break or slow motion of
unit.

- 410  CAUTION signs should be attached near all mill openings and service panels.

G:\Engineering\Pneumatics\Manuals\FDRW Feeder Manual\PG 2,4,5,6,7, 12 FEEDER MANUAL.doc
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REV.:{DATE:| BY}| DESCRIPTION

WESTERN PNEUMATICS INC.

DESIGN, FABRICATION, AND IRSTALLATION

P.0. Box 21340 Eugense, Oregon 97402

TITLE: FEEDER KNIFE ADJUSTMENT
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DATE:
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BRASS PULLOUT
BOLTS (2)

BRASS PRESSURE
BOLT (3)

X WESTERN PNEUMATICS
FEEDER BOLT PLACEMENT
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~ INSTRUCTION MANUAL
- DODGE°®TYPE E BEARINGS
for 1°/:” to 3” and 35mm to 75mm Bore

INSTALLATION INSTRUCTIONS

WARNING

To ensure that drive is not unexpectedly started, turn off
and lock out or tag power 'source before proceeding.
Failure to observe these precautions could resuit in bodily

injury.

1. Clean shaft bore of bearing. Lubricate with light oil or
antiseize compound.

. Slip bearing in position.

. Bolt bearing to support, using shims where necessary to align
bearing. :

Tighten setscrews to the torque values shown on Table 1.

. The effort required to turn the shaft should be the same before
and after bolting bearing to the support.

LUBRICATION INSTRUCTIONS

Storage or Special Shutdown — If exposed to wet or dusty
conditions or to corrosive vapors, extra protection is necessary,
Add grease untll it shows at the seals; rotate the bearing to
distribute grease, cover the bearing. After storage or idle period,
add a littie fresh grease before running. :

High Speed Operation — In the higher speed ranges too much
grease will cause overheating. The amount of grease that the
~ bearing will take for a particular high speed application can only
be determined by experience — see “Operating Temperature”
below. If excess grease in the bearing caused overheating, it will
be necessary to remove grease fitting (also drain plug when
furnished) to permit excess grease to escape. The bearing has
been greased at the factory and is ready to run. When estab-
lishing a relubrication schedule, note that a small amount of
grease at frequent intervals is preferable to a large amount at
infrequent intervals,

- Operation in Presence of Dust, Water or Corrosive Vapors —
Under these conditions the bearing should contain as much

W N

o &

¥
grease as speed will permit, since a full bearing with consequent
slight leakage is the best protaction against entrance of foreign
material. In the higher speed rangas too much grease wili cause
overheating — see "High Speed Operation.” In the lower speed
ranges It is advisable to add extra grease to a new bearing be-
fore putting into operation, Bearings should be greased as
often as necessary (daily if required) to maintain a slight leakage
at the seals. - :

Average Operation - This bearing has been greased at the
factory and is ready to run. The following table is a general guide
for relubrication. However, certain conditions may require a
change of lubricating periods as dictated by experlence. See
“High Speed Operation” and “Operating in Presence of Dust,
Water, or Corrosive Vapors.” '

Operating Temperature — Abnormal bearing temperature may
indicate faulty lubrication. Normal temperature may range from
"cool to warm to the touch” up to a point “too hot to touch for more
than a few seconds,” depending on bearing size and speed, and
surrounding conditions. Unusually high temperature accompa-
nied by excessive leakage of grease indicates too much
grease. High temperature with no grease showing at the seals,
particularly if the bearing seems noisy, usually indicates too little
grease. Normal temperature and a slight showing of grease at the

'seals indicate proper lubrication.

Kind of Grease ~——Many ordinary cup greases will disintegrate at
speeds far below those at which DODGE® bearings will operate
successfully if proper grease is used. DODGE® bearings have
been lubricated at the factory with No. 2 consistency lithium-base
grease which s suitable for normal operating conditions. Relubri-
cate with lithium-base grease or a grease which is com-patible
with original lubricant and suitable for roller bearing service. In
unusual or doubtful cases the recommendation of a reputable
grease manufacturer should be secured.

Special Operating Conditions — Refer acid, chemical, extreme
or other special operating conditions to DODGE/Rellance
Electric Industrial Company, Greenville, S.C.

TABLE 1 Lubrication Guide

Set Screw Torque Table Read Preceding Paragraphs Before Establishing Lubrication Schedule.
' _Shaff Size Set Screw Size Tightenlrjg Torque Hours Suggested Lubrication Period in Weaks
13/16" - 116" e - 18 165 in.-Ibs. Run | 1to [ 251to] 501to | 751to] 1001 to | 1501 to | 2001 to] 2501 to
134" - 212" %8 - 16 250 in.-lbs. per | 250 | 500 750 | 1000 | 1500 | 2000 | 2500 | 3000
24" - 3" Y2 -13 ~ 620 1in. - Ibs, Day |RPM| RPM | RPM | RPM| RPM | RPM | RPM RPM
35 - 40MM M8 17.8 NM 8 12 12 10 7 5 4 3 2
45 - 65MM M10 35 NM 16 | 12 7 5 4 2 2 2 1
70 - 75MM Mi2 57 NM 24 |10 5. 3 2 1 1 1 1 1

WARNING: Because of the possible danger to persons(s) or property from accidents which may result from the improper use of products, it is
important that correct procedures be followed: Products must be used in accordance with the engineering Information specified in the catalog.
Proper installation, maintenance and operation procedures must be observed. The instructions in the instruction manuals must be followed.
inspections should be made as necessary to assure safe operation under prevailing conditions. Proper guards and other suitable safety devices
or procedures as may be desirable or as may be specified in safety codes should be provided, and are neither provided by Rockwell Automation
nor are the responsibility of Rockwell Automation, This unit and its associated equipment must be installed, adjusted and maintained by qualified
personnel who are familiar with the construction and operation of all equipment in the system and the potential hazards involved. When risk to
persons or property may be involved, a holding device must be an integral part of the driven equipment beyond the speed reducer output shaft.
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35mm to 75mm Type E Bearings
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35mm - 75mm Type E Bearing

Parts for 35MM to 75MM Type E Pillow Block Bearings

/////( ,,/ | /_— " NOTE: The twc; ~-digit numbers
VATl

are for reference only. Order
parts by the six-digit numbers
in the Parts List. Each six-digit
number is a complete identifi-
cation of the part or assembly.

24

32

12

14

18

16**

L2 2 (233 dhk

20

34

+

. ltem
| Shaft

Size

Housing

Cone*

| Cup

Collar*

Snap
Ring

Shim
Pack

0.004" | 0.008" | 0.015"
Shim Shim Shim

Seal

Set

Screw

Lube
Fitting

35 MM

061320

389740

390751

046120

401004

391102

427071 (427081 | 427091

061356

400713

405601

40 MM

061321

389741

390755

046121

401008

391103

427072 |427082| 427092

061357

400713

405601

45 MM

061322

389742

403006

046122

401012

391104

427073 |427083] 427093

061358

400708

405601

50 MM

061322

389743

403006

046122

401012

391104

427073 |427083] 427093

061358

400708

405601

55 MM

061323

389744

390762

046123

401016

391105

427074 |427084 | 427094

061359

400709

405601

60 MM

061324

389745

390766

046124

401020

391106

427075 |427085| 427095

061360

400709

405601

65 MM

061324

389746

390766

046124

401020

391106

427075 427085 427095

061360

400709

405601

70 MM

061325

389747

390771

046125

401024

391107

427076 |427086| 427096

061361

400710

405601

75 MM

061325

389748

390771

046125

401024

391107

427076 1427086 | 427096

061361

400710

405601

Quantity,

Per

1

1

2

2

2

1**

L33 *hd *kh

2

"4

1

* B65° Set Screw Angle
** Consists of one each of 0.004", 0.006" and 0.015" shims
*** These parts make up shim pack
+ Not shown on drawing
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INSTALLATION

L") Y. On size TXTSA, replace the plastic plug that profects
ho

® " the threaded hole in the reducer hausing with the eyebolt >+ Mount reducer on driven shaftlas follows:

‘supplied with the reducer.

2. Determine the running positions of the reducer. (See
Fig. 1) Note that the reducer is supplied with 4 or 7 plugs;
4 around the sides for horizontal installations and 1 on’

each face for vertical installations. These plugs must be .

arranged relative to the running positions as follows:

" Hotizontal Installations — tnstall the magnetic drain plug

in the hole closest 1o the bottom of the reducer. Throw
away the tape that covers the filler/ventilation plug in
shipment and install plug in fopmost hole. Of the 3
remaining plugs on the sides of the reducer, the lowest
one is the minimum oil level plug. .

Vartical Installations — Install the filler/ventilation plug
in the hole provided in the top face of the reducer hous-
ing. Use the hole in the bottom face for the magnetic
drain plug. Of the 5 remaining holes on the sides of the
reducer, use a plug in the wpper housing half for the
minimum oil leve! plug. ’ .

. _
. .
[ J [ J ) [/ L 4
; L
. [}
PFouticn %" ‘

Postion "B8°  Position " Pesition 0"
HORZONTAL APPLICATIONS

L . L]
.. *
] [}
Positien E” . Pesition

VERTICAL  APPLICATIONS
©:Broathar; D: Oreag 1.2 Ol Lavel Plug; P: Plug
Fig. 1 = Mounting Petitions

The running position of the reducer in a horizontal applica-
tion is not limited to the four positions shown in Figure 1.
However, if running posifion is over 20° either way from
skeiches, the oil level plug cannot be safely used to check the
oil level, unless during the checking the torque arm is discon-
nected and the reducer is swung to within 20° of the positions
shown in Figure 1. Because of the many possible positions of
the reducer, it may be necessary or desirable to make special
adapfions using the lubrication fitting holes furished along

gages as required.

with other standard pipe fittings, stand pipes and oil level _

* .
For Straight Bore: Mount reducer on driven shaft as dose
to bearing as practical. if bushings are used, assemble
bushings in reducer first. A set :
of bushings for one reducer con-
sists of one keyseated bushing
and one pldin bushing. Extra

“length setscrews are furnished

with the reducer. Driven shaft ..

should extend through full
“length of speed reducer. Tighten oreve
both setscrews In each collar. e -
QO

For Taper Bushed: Mount reducer "% 2
on driven shaft per instruction

- sheet No. 499629 packed with

tapered bushings. .

4, instoll sheave on input shaft
as close to reducer as practical.
(See Fig. 2) - '

5. lInstall motor and V-belt
drive 30 belt will approximately
be at right angles to the center
line between driven and input
shaft. (See Fig. 3) This will per-
mit fightening the V-belt with
the torque arm,

6. Install torque c.:rm and adap-
tor plates using the fong reducer
bolts. The bolts may be shifted

to any of the holes on the input
end of the reducer.

7." Install torque arm fulcrum on a rigid support so that
the torque arm will be approximately at right angles to
the center line through the driven shaft and the torque
arm anchor screw. (See Fig. 4) Make sure that there is
sufficient take-up in the turnbuckle for belt tension adjust-
ment when using V-belt drive.

_LUBRICATION

Important: Because reducer is shipped without oil, it
is necessary to add the proper amount of oil before run-
ning. Use a high grade petroleum base, rust and oxida-
tion inhibited (R & O) gear oil — see tables. Follow instrue-
tions on reducer nameplate, warning tags, and in the
installation manval.

" Under average industrial operating conditions, the
lubricant should be changed every 2500 hours of opera-

‘ion or every 6 months, whichever occurs first. Drain re-

92}

-and refill o' p

ducer and flush with kerosene, clean magnetic drain plug
r level with new lubricant. Caution: .
Too much oil will cause overheating and too little will
result in gear failure. Check oil lavel regularly. :

Under extreme operating conditions, such as rapid rise
and fall of temperature, dust, dirt, chemical particles,
chemical fumes, or oil sump temperatures obove 200" F.,
the oil should be changed every 1 to 3 months depending
on severity of conditions.



