Parts Assembly For BULLETIN IR:300
Essmueller Model RB
Drag-Flite Conveyor

Direct Inlet
Cover Butt Strap m

Intermediate
Trough Cover

Installation and
Maintenance Manual

Roller Wheel

w/ Set Collars t Idler Assembly

“C" Cover Clomp
e

Support Foot

Intermediate Trough Section Bearing v

100" std. lgth.*

RB Chain Assembly
See Figs. #30.1...30.4
T See slack chain defection device, Fig. #9
1 Bolted covers are available without “C” clamps
Head Cover ©  One per 100" infermediate section
* Qther lengths as required
m  Cover butt strap welded to covers. Locate
toward tail on each secfion
v Some conveyors use pillow block bearings with

Take-uEI
Y
pedestal type mounts

Assem

Bearing v
A Qty “C” Clamps Required For Covers
Head Intermediate Trough Covers

Head Shaft & Tail Qty Lth Qty Lth Qty
ea 3 59" 4 >6'{" b

Take-up Rod

See this conveyor operate at our website: http:/ /www.essmueller.com

We also manufacture:

« Round-Bottom Conveyors

o Flat-Bottom En-Masse Drag Conveyors

« High-Flite Incline Conveyors

o Heavy-Duty En-Masse Flat-Bottom Conveyors
o Shuttle Conveyors

« Gathering Conveyors

* Bucket Elevators

« Turnhead Distributors

e Screw Feeders
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Introduction

Your Essmueller conveyoris a piece of quality equipment. Ithas been designed to provide years of troubleree service. Durability and performance
are the results of the engineering skill, craftsmanship and quality materials that go info Essmueller products. This manual contains instructions
for installation, operation, and maintenance of our Round-Bottom Drag-Flight Conveyors. With proper installation, a careful awareness for safety,
and periodic checks for maintenance, you can expect many years of satisfactory performance.

Safety Responsibility

It is the responsibility of the contractor, installer, owner, and user fo supplement materials and services furnished by The Essmueller Company
with necessary items to make the conveyor installation comply with the low. Electrical controls, machinery guards, railings and walkways are
some of the necessary components of a safe workplace.

Essmueller Round-Bottom Drag-Flight Conveyors are not normally designed to handle hazardous materials or operate in a hazardous
environment. Hazardous materials include those that are explosive, inflammable, or foxic. Special construction is usually required, and The
Essmueller Company should be consulted for all such installations.

Most accidents are the result of someone’s carelessness or negligence. When installing the conveyor, the following minimum provisions should
be followed in order o avoid an unsafe or hazardous condifion.

1. Essmueller conveyors should not be operated until the conveyor is completely enclosed and power
fransmission guards are in place. If the conveyor is to be opened for inspection, cleaning, or observation,
the motor driving the conveyor is fo be locked out electrically. This should be done in such a manner
that it cannot be restarted by anyone, however remote the area, unless the conveyor housing has been
closed and all guards are in place.

2. Feed openings shall be constructed in such a way that the conveyoris covered by a grating. If the nature
of the material is such that a grating cannot be used, then the exposed section of the conveyor is to be
quarded by a railing and there shall be warning signs posted. The entire conveyor is to be guarded by
a railing if the conveyor must have an open housing as a condition of its use and application.

3. Do not use a rod or stick to poke material into the conveyor.

4. Do not walk on top of the conveyor. Do not remove power transmission guards. Do not place hands or feet in any of the conveyor open-
ings. Do not overload the conveyor or use it for materials other than it was designed to handle.

5. Always practice good housekeeping. Keep areas around the conveyor and drive unit free and clear at all times.

SAFETY: Essmueller subscribes to the standards of the ANSI Safety Sign Stondard program as administered by the Equipment
Manufacturers Council of the American Feed Industry Association (AFIA). Essmueller Equipment will be labeled in accordance with
this program, on all removable covers, guards, inspection doors, end relief doors, inlets, discharges, and all head and tail sections.
See pages 8 to 10 for additional information.

If the owner or installer needs help in designing a safe installation and a safe working place, The Essmueller Company will be glad to assist in
selection of special devices, equipment, and signs. This includes “Lock-Out Tag-Out” procedures and enclosure of hazardous components.
Our end relief door with limit switch can be used to shut off power to conveyor when the material discharge is inferrupted or the conveyor
becomes plugged and overloaded. We can also furnish zero-speed switches and/or slack chain detection devices to shut off power. This is
essential in the event the conveyor s stalled due to the presence of foreign material or if for some reason the drive end of the conveyor is fil
running while the opposite end has stopped- See Figs. #10a ... #10f and #14.
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Head Cover  ~(djive side)  Infermediate Cover > 6"-0" Cover < 60"

PLAN VIEW

EMC27

H fi |
ead Sections LEmcao2

SIDE VIEW (drive side)

If equipment is repainted on-site, safety stickers need to be replaced in locations indicated.

rEMC27 o EMC27  EMC27 -E - EMi2| T EMiZI  EMC27

Inspection Door Inlet

(adjacent to door on cover or casing)

Fig.
#li
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EMC27 —EMC27

EMC30 =

conveyor.

V-belt and Chain Conveyor Drives Gates
and Accessory Drives

CEMA Safety Signs and Decals

Refer to chart for sign replacement on repainted » Base-Mounted [ )
equipment. Use largest sized decal that area Gear Reducer AWARNING& i
will allow . Fig. Couplings
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Trough Sides > 6™0" inline Gate v Trough Sides < 60 LEMC27o Til
Intermediate Trough Sections Inlets may be located ot
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on each section. Applies to
“Scoop-mount” gear reducer
couplings.

Applies: gear reducers, gate
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MUST BE LOCKED
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CERTIFED m‘ mf’v;m agm EXPOSED CONVEYORS AND
EMPLOYEE BEFORE %ﬂe m&&o o dns MOVING ;&s 'c&um CAUSE
SERVICE IS SEVERE NARY SEVERE NURY WEAR SAFETY
LOCX QU LOCK QUT POWER BEFORE Lumun %EE?E BLASSES AROUND
PERFORMED POWER E(;ufn REMOVING GUARD INSPECTION DOOR OPERATING EQUIPMENT
N ROOE e ) § | Wil
N\ S =7 LA AN 7
EMC402 EMC25 EMC24 EM27 EM(C28
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Chain Assembly Procedure 3,

. .
Raised &ag

Shoulder
Pipe or ' '
Tubing o
&

Assembly of engineering steel straight link chain
with shouldered pins Fig. #30.15.. .#30.4

Assembly of steel bushed rollerless or other engi-
neering steel chains requiring connection with link
pin assemblies.

Read Pg. 5. para 9, 10.
Information courtesy
American Chain Association (ACA).

L

Installation of connecting links of
roller chain

GIVE FIRST PRIORITY TO SAFETY EQUIPMENT AND PROCEDURES (FOR EYES, EARS, ETC.) WHEN WORKING ON CHAIN

Drive Assembly — Torque Arm Reducer

(1) MOTOR
HP:
FRAME: T-

0 1750 RPM
VAC:

Fig, (2) TORQUEARM REDUCER
#13 SIZE: TXT-
CLASS:
® BUSHING:
SHAFT DIA:
OPTIONS:

| 5 5
\%\ Torque Arm Adjustment

Belt Tension Adjustment (3) MOTORMOUNT

SIZE:
When fabricating torque-arm bracket, for best results stay within the
(4) DRIVER SHEAVE

manufacturer’s limits for offset angle and length, shown here. In most EROOVE
cases. the forque arm may be mounted as shown, or reversed, without  gzr:

(5) DRIVEN SHEAVE
GROOVE:

SIZE:

0D:

BUSHING:

DIA:

(6) BELT(S)
Qry:
SIZE:
NO.

(7) INSIDE GUARD COVER*
(8) OUTER GUARD COVER*

* Brackets by others

“Dodge Reliance” TXT-series components
shown. Your assembly will vary with use of

affecting performance or service life. 0D: other manufactuers’
BUSHING: products
DIA.

Notes...

10.

Essmueller Model RB
Drag-Flight Conveyor

Toinsure maximum Ferformonce and trouble-free service from Essmuel-

ler equipment, instal

and maintain Round-Bottom Drag-Flight Conveyors

in accordance with the following instructions.

A.

1.
2,

3.

10.

Shipment

Tail Section will be shipped completely assembled.

Head Section will be shipped completely assembled

with bearings and sprocket.

Trough will be assembled and shipped in 10°-0”

Ionﬁ intermediate sections when possible. Most in-
stallations will require one or more special length

section(s).

Chain is assembled in standard 10°-0” lengths, each
with connecting pins and “T"-head cotters. It is usu-
ally necessary to furnish one partial length of chain

less than ten feet long.
Flights and flight fasteners are boxed separately.

Assembly bolts will be boxed and identified.

Inlets are assembled on trough sections at the fac-
torr except when they are to be located and in-
stalled in the field, as specified by Customer’s Pur-
chase Order or instructions.

Discharge gates, when required, are fitted to trough
sections at the factory. Hand wheels and chain
wheels, when furnished, will be placed in a parts
crate for shipment.

Drive components and guards for motorized gates

will be completely assembled on gates.

When air-operated gates are ordered with air cyl-
inders, solenoid valve, and limit switches, these items
will be shipped assembled on gates.

1.

Conveyor drive, when furnished by Essmueller, will
be shipped as loose components unless factory as-
sembly is specified. The drive is shipped dry. It
must Ke filled in the field with a lubricant recom-
mended by the drive manufacturer (instructions

are included).

B. Field Assembly

1.

4.

4b.

Refer to Assembly Drawings furnished by The
Essmueller Company (Fig. #1). These were drawn
especially for your application and approved by a
purchaser’s representative prior to production of
the equipment. DO NOT attempt to install the con-
veyor without these assembly drawings. Essmueller

will send new copies if originals are lost.

Start the assembly by locating the head section.
Attach the discharge flange to the mating flange of
chute or equipment which is to receive material from

the conveyor.

Locate intermediate trough sections in positions
shown on the assembly 3mwing, Refer to match
marking on the drawing and on individual trough
sections.

When assembling conveyor sections, apply caulk-
ing compound at each “U”-flange joint. Align bot-
toms of each section to insure they are flush and
inside surfaces are smooth. Then, tighten flange
bolts and remove excess caulking.

Conveyors with chain return rails: secure ends of
return rails with included splice bars. Make sure
the upper surfaces (wear plates) of return rails are
aligned and splice bar bolts are tight.

Improperly aligned trough sections will result in
excessive noise and damage to flights.

Match Marked Assembly Drawing

- A +

+ +ﬂ2|ﬁ2‘ - + ‘A3iﬁ3-|

L Match Marks: actual location may vary. Multiple
conveyors will have individual marks: A1.. A9,
B1...B12,(1...C4, etc.

Connecting Trough Sections

P G 1986 “U"flange

Bolt
SERAL NO. Washer
I i

For inquiries and correspondence, refer
to Serial No. and Model No. noted
on conveyor name plate.

L

- Fig.
#

Example only. Actual assembly drawing will be dimensioned, and will include
bend sections, intermediate discharge gates. inlet(s), etc.

/— Caulk Joints

fig
Max: 2040" __} ™~ Support Foot

Std: 100" 3.




5. The conveyor should be supported at or near
“U”-flanged trough joints. Supports should
be spaced not more than twenty feet (20'-0")
apart.  Support feet, when purchased, are
shipped loose, one for every intermediate
section. Pg. 3, Fig #2.

6a. In conveyors equipped with Style “A” return idler
sprocket assemblies, the plastic sprocket fits
loosely between two set collars (Fig. #2a. 1).
A gap of approximately '/," is allowed on both
sides of the sprocket. This minimizes heat
buildup. DO NOT tighten set collars tightly
against the idler sprocket hubs.

Idler Sprocket Adjustment

Style “A” Idler
(Standard)

Center
sprocket
on shaft

Style “A” Idler

Assembly Sprocket rotates;

Shaft s fixed

Style “B” Idler % Fig
(Optional #h
Set Screw Sprocket fixed to rotating

)
3@ shaft with external anfiriction
bearings

6b. Some Round Bottom Conveyors are equipped with
chain return rails. Return rails are angle iron with
Abrasion Resistant Steel strips welded to the upper
surfaces. Support shafts are welded to return rails
as a unit and bolted into the trough.

70. Check all sprockets and bearings on head, tail, and
trough sections. Make cerfain set screws are fight

Splice Bar . o
" pﬂ, Sirond) Trough With Return Rails

Return Rail Assembly. Top is Abrasion
Resistant Steel (ARS)

Chain Return Rail
Support Shaft

on shafts. Check head and tail sprockets to see
that they are centered in the frough.

Every effort has been made at the factory to insure
that all bolts, set screws, and sprockets have been
properly installed and tightened, however, some
loosening may occur during shipment.

7b. Conveyors with chain return rails: ends of return
rails in adjacent trough sections are connected
with splice bars. Top surfaces of return rails must
be flush to prevent noise, vibration, and damage to
flights. If ends are found to be uneven, loosen
splice bar bolts. Use a “C” clamp to align return
rail top surfaces, and retighten splice bars.
Make sure end bolts of return rail support shafts
through frough sides are in place and fight.

Flights and Attachments
Straight Side Bar Chain

Fig. #30.3
Bevel ’

Cotter Pin
(enlarged)

Connecting
Pin

Attachment @ Steel Backing
Fio Flight, when
#go.Z supplied
Nartow end Offset Side Bar Chain
of chain_pitch Attachments are welded.

Chain in materiak-carrying run

Wide end
of pifch

Wide end of chain pitches is leading in
direction of travel in material carrying
run of trough. This is usually the lower
run of frough.

. Shown with optional slack
Standard Head Section i
]Il Trip Arm Fig,
Limit —a //_ #10a
Switch Shaft
Roller Wheel with
 ————— ™ Set Collars

Limit Switch

End Relief Fig.
Door @/_

$

Inspection Door #10b

Limit |
Switch

Diaphragm
Sensor

Slack Chain Defection
Device Internal Parts

Fig.

Actuator Am

Roller Wheel Spring

] =
Switch Mount -
Fig. Spring Tensioner !
#10¢ b — — -
Slack Chain Detection Limit Switch
Device External Parts (TE. or EP)

Possible Sensors In Control System
(suggested Installation)

#10d

o am—

Safety Options

End relief door with limit switch can be used fo shut off power fo
the conveyor when discharge is interrupted or the conveyor becomes
pIUé] ed and overloaded. Essmueller can fumish zero-speed switches
an ﬂor slack-chain detection devices fo shut off power or activate
alarms in the event the conveyor is stalled due to the presence of
foreign material or if, for some reason, the drive end is sfill running
while the opposite end has stopped.

Inspection Door

Gasket

Spring
Hinge

Optional
Limit Switch

Protective
Grating

Inspection Doors are available for head, intermediate sections, or tail.
Limit switches can be furnished (T.E. or E.P./X.P) for inspection door
Lock-Out/Tag-Out protection.

End Relief Door Diaphragm Sensor
Limit 7 o<z Flg .
suith || gy, #10f ;']909

End Relief Door (Option) can allow  Diaphragm Sensor (option) is available
material fo divert to overflow pitif head  T.E. or E.P. Adjustable counterweight to
discharge is plugged. Main functionisto  select sensitivity. Proximity type sensor
trip alarm or shut down equipment. Door  is available.

does not open for access. Sensors are TE.

or E.P. s required.

Use eye protection if opened while
conveyor is operating.

Equipment Control Panel,

Noms(s) . EmEE PLC or Computer ;‘?]
From “upstream” equipment sensors L o Inferface Controlle
o e e e R E TH S e m e e ——— e ——— ——
: From “downstream” equipment sensors
Typical Control Wiring |
e e e e e e et e e e B )

[ T —————————— e e |

1 1 [

—— i Motor Power Lead - S— i

Motor Starter with i Confrol 8 i i

Lockout Switch and I Motor I

[

Overload Protection

= Slow-down

B Detector Switches may be wire Normally Open gg[]sstgp-monon
(N.0.) or Normally Closed (N.C.) to activate
relays(s) in main power circuit or o sound alarms

Switch—" 1

|[]ck-chqin - * End relief door

defector with limitswitch
or proximity
Drive Power Must NEVER Be sensor
Wired Direcily Through
Sensors Or Limit Switches 9




3.

3b.

Inlets are similar
for conveyors with
chain-retumn rails

General Information on Inlets Fig. #3d
Direct Inlet By-Pass Inlet Pan Feeder
Pre-metered in-flow Inflow is
is required fo avoid regulated by
overfill (above idler restricting
or return rail shafts) baffles

If it is necessary to locate inlets on bend sections,
special procedures must be used. Consult Essmueller
for instructions. Avoid locating inlets on bend sec-
tions, if possible.

The “Direct” inlet is standard for Drag-Flight con-
veyors. It is designed for use when material flow is
controlled or metered before reaching the inlet.
Multiple inlets may be installed if they are to be
fed individually.

“By-Pass” inlets are available to minimize carry-
over, or where conveyor is to be flooded (as below a

Direct Inlet
(Standard)

By-Pass Inlet

hopper or in a truck or railcar dump pif). “By-Pass” inlets may
be fabricated with low-profile or flared width.

“Pan Feeder” inlet admits material of pre-metered
capacity into the trough. An adjustable plate allows
“fine-tuning” flow as required. Dimensions ‘A" and ‘B’
are critical, and must be maintained whenever an
inlet is relocated for some reason.

. All inlet types are available with extended length

openings or hoppers.

100% Capacity
Pan Feeder

1 - Control Pan
2 - Adjustable Metering Plate
3 - Bonnet Cowl

5 A-Top of Pan To top of Trough Flange

B - End of Control Pan to End of Bonnet
| el RB A B RB A B
Fillis regulated by 7 1 i
extrusion through 8 4% g 18 %:Z ?
metering plate 12 5/, 4 0 8/ 7
14 5/ 5 24 9/

Dimensions and specifications are subject to change without notice. Conveyors are fabricated products, therefore Essmueller cannot guarantee
dimensions with very tight tolerances. Every effort is made, however, o hold measurements as close as is reasonably possible.

Drag-Flite Head Sections

Note: Conveyors are shown with covers removed for llustration purposes. Do not operate

> Fig.
ol B s
Toke-up Toke-up ’
Rod Adjustment

Take-up Head Fixed Head

conveying equipment without covers.

8.

Sprocket

- Seal | fail in long conveyors with heavy, fixed drives,

Take-up Head: used with confoured tail
secﬂoln for maximum carry-oway of materil
af tail.

rxed | Fixed Head Section: used with take-up

and where access to head is restricted.

Conveyors longer than 100"-0" may have a
T-U head and a T-U tail.

= Long conveyors may ufilize
pillow block bearings with
“pedestal” type mounting
bases, either ﬁorizonml or

verfical.

80. Chain attachments may be formed (bent) extensions Take-up Adjustment

8b.

8c.

of sidebars or welded to sidebars. Flights are bolted
as in Fig. #30.1. The notch in U.H.M.W. flights must
be facing “up” on the bottom strand of chain, bevel
toward discharge end of conveyor (Fig. #30.3).

Offset sidebar chain in one-directional con-
veyor: install with wide end of each chain pitch as
the leading end in direction chain is pulled in the
material-carrying (usually lower) run of trough.

In reversing conveyors, the wide end of each
chain pitch should be the leading end in the most-
often used direction in the carrying run of trough.

Recycling cups (option) return carry-over material
and return it to the material flow. They are in-
stalled on the front face of flights in the direction the
chain is pulled. The cup opening is toward the bot-
fom on the lower run of chain.

Each section of chain requires two connecting pins
which are sized for a drive fit into the chain link side-
bars. Before installing, pins should be lubricated with
S.A.E. 30 motor oil. When driving connecting pins in
or out of chain links, place heavy backup plates
against both sidebars of the link, on the side oppos-
ite the driving force. See Pg. 10, Fig. #12.

After connecting pins are in place, insert “T"-head
cofter pins into holes in ends of connecting pins
and drive firmly into place. The small end of “T"-
head cotter pins should be bent over to prevent
them from working out. (Fig. #30.4)

Chain Attachments (straight sidebar chain)

All offset sidebar chain attachments are welded

’ Formed Attachment
' o Standard for most RB Conveyors
L)
Welded

Attachment
Certain conveyor sizes and

with special chains

T

RB-6 Only

Bend “T"-head
(ofter Pin

10. Proper chain tension is extremely critical to life and

operation of the conveyor. Adjust screw take-ups as
far as they will go toward the flanged (trough) end of
take-up head or take-up tail Take-up shaft must be
perpendicular (90°) to conveyor centerline. Check by
measuring from shaft to “U”-flange on each side of
conveyor. See Pg. 5. Figs. #4a, #4b, #4c. Adjust screw
take-ups (A) until both sides are equal.

1.

Flange Bearings are standard on most conveyors.
Pillow Block Bearings are used with large or special
bearings. Take-up Assembly is similar for Take-Up

Bearing Take-up

(A)  Equal Turns of Bolts To Adjust Tension

(K)  Measure Shaft From “U"-Flange Unfil Chain Is Taut And Shaft
Is Perpendicular To Trough.

Adjust screw take-ups away from the center of the
conveyor, using an equal number of turns to each
adjustment bolt A. This should remove most slack
from the chain. Re-measure K to check that take-ups
are equally spaced on each side. If take-ups do not
have sufficient travel to remove slack, return them to
the position nearest the flanged (trough) end of take-
up head or take-up tail. Remove necessary number
of chain links from take-up section and re-tension
chain.

If take-up slide plate C is loose or leaking, loosen all
keeper bolts B and bearing set screws D on both
sides of conveyor. Top keeper bars E against slide
plate until it is snug against head or tail housing. Re-
tighten keeper bolts B and bearing set screws D. It is
normal for the top chain to sag '/,” to 1” between

Take-up Assembly
Typical for Head or Tail

Flange Bearing
Take-up

Pillow Block

Take-up bolt
Keeper bolts

Slide plate

D Bearing set screw

E Slide keeper bar

F Flange bearing

6 Pillow block bearing

A
B
(

Head or Tail. 5




12.

13.

14.

idler sprockets when bottom chain is stretched tight.
DO NOT tighten chain too taut, as this will result in
excessive wear and vibration, particularly on convey-
ors with bend sections.

Check fixed shaft (in fixed head or contour tail) align-
ment to be sure it is perpendicular to conveyor
centerline. Measure from shaft to trough connecting
flange. If adjustment is required, loosen bearing
mounting bolts. This allows a degree of movement
(about' /1¢") so that both sides may be equalized.

MotoReducer With Roller Chain Drive: Mount reducer
assembly to drive support. If equipped with slide base
or rails, reducer should be as close to the headshaft
as possible. Reducer output should be parallel and
level with conveyor headshaft. Disassemble oil-tight
chain casing and install shaft seals onto headshaft
and reducer shaft. Install roller chain drive sprockets
in line with each other.

Check alignment by laying a straight edge along the
sprocket plates just above the hubs. Adjust sprockets
if necessary so straight edge is flat the full length
along both sprocket plates. Install roller chain over
sprocket and join ends by using connecting links.

Adjust chain tension to provide a maximum of 1'/,"
sag on bottom run when top run is stretched tight.

Sag should be checked midway between sprockets.
Install bottom half of chain casing. Install motor and
high-speed coupling as detailed in coupling installa-
fion instructions. Fill reducer, high-speed coupling
and oil-tight chain case with proper lubrication, Pg. 6
Fig. #5a, and close fop half of chain casing.

Shaft Mount Reducer With V-Belt Drive: Mount reducer
assembly to headshaft and tighten set screws (or
bolts for tapered bushings). Fabricate and mount
forque arm mounting bracket to conveyor (Fig. #5b).
Torque arm should be located at approximately a
90° angle to a line through the reducer hollow shaft
and reducer tie rod attachments, Pg10, Fig #13. Fill
reducer with proper lubricant (see manufacturer’s
instructions furnished with equipment). Bolt motor
mount to reducer and tighten. Install motor on
mounting base. Mount rear half of V-belt guard,
field fabricate attachment brackets. Mount V-Belt
sheaves and belts.

Tighten V-Belts using adjustment screws on motor
mounts. Install front half of V-belt guard.

Torque-Arm Reducer Installation

Chain Casing Lubricant FI6. #50
TEMPERATURE CONVERSION RECOMMENDED
FAHRENHEIT="CELSIUS LUBRICANT

F20° ... F40° = (7°...C4° SAE 20

F40° ... F100°
F100°... F120°
F120°...F 140°

= (4°...038°  SAE30
= (38°...C49°  SAE40
= (49°...C60°  SAES0

Minimum Bolt
Motor Motor (learance

Mount m Dodge “TA" Series

Bracket o — Reducer D
TAT07L /1"
Drive TATO7H /"
Guard A @ TA1215H ]7/32"
Torque-Arm | 32030 17/y"
Reducer —1 ' M20TH 11
Bracket o S v— 52150 15/
=D i T6307TH 19/,
V7
" AdEJsToble type “TA” motor mount shown %%;: ;75,,
Fabricated mount is used on large motors. 16

By others except factory-mounted drives

TA9415H 7/
TAI2608H 27/,

C
1.

10.

11.

Pre-Start Checklist:

Fill gear reducer, if furnished by Essmueller, with
proper lubricant (as prescribed in reducer doc-
umentation shipped with equipment).

Fill high-speed coupling, if furnished by Essmueller,
with proper lubricant. (May be already filled if purchas-
ed from another source, but check it!)

Fill chain casing with lubricant per Fig. #5a, above.

Check all conveyor chain connecting pins to in-
sure they are driven into side bars correctly, and
that ‘T"-head cotter pins have been bent over, Pg.

5. Fig. #30.4.

Check that chain and flights are properly installed.
See Pg. 4, Figs.: #30.1 ... #30.3.

Check that interior trough joints are flush and
smooth, with no excess caulking.

Check that all flange bolts, drive mounting bolts,
anchor bolts, etc. are tight.

Check to be sure all tools, etc., have been removed
from inside the conveyor.

Check to be sure all guards, inspection doors, etc.
are properly in place.

Check to be sure all set screws in head sprocket,
tail sprocket, and idler keeper set collars (bear-
ing set screws on style ‘B” idlers) are tight.

Check to see that slack chain detection device
arms are properly located and device is wired
and operational (Pg. 9. Figs. #10 and #14). Up-
Eer edge should be angled downward 10°-15° from
orizontal.

D. Start-Up:

1.

Carefully jog conveyor. Make sure motor is turning
the right way! Run the conveyor through one com-
plete cycle and observe closely for proper operation.

Be prepared to STOP the conveyor drive if any un-
usual noise, stoppage, or obvious irregularity occurs.

Lockout power to drive and check for bent flights.
Check conveyor chain tension at the first intermedi-
ate section behind the head. If chain is loose, adjust
screw take ups. If everything is satisfactory, install
trough covers (Fig. #7), except one in front of the
first inlet and one just before the head section.

Use three pairs of “C” clamps to hold down each
section of cover (three single clamps for head and
tail sections). When personnel have been evacu-
ated from areas near open trough sections, the
conveyor will be ready for start-up!

Start conveyor and run with no load. Carefully ob-
serve chain action on idler sprockets where covers
were left off the conveyor. Do not reach into the con-
veyor. Chain should sag slightly between idlers. If chain
appears to be sagging too much, adjust screw take-
ups until excess sag disappears. REPLACE COVERS.
Allow conveyor to operate three or our hours with no
load, occasionally checking chain action as detailed
previously. Adjust screw take-ups as required.
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Roll(s) of adhesive-backed gasket rubber are shipped separately with conveyor.
Gasket should be applied to inside of cover during assembly.

3.

The conveyor may now be operated under load.
Immediately upon loading running conveyor, check
chain action and adjust take-ups if necessary.

F.

Observe flow of material in the trough. It should clear
the underside of idler shafts. If material touches the
shafts, input flow must be restricted. Check chain action
frequently during the first week of operation and
adjust take-ups as necessary. Replace covers each
fime the conveyor is put back info operation.

When conveyor is first started under load, the car-
ried material may be slightly sluggish near edges of
the trough. This may be due to scale on the steel
troughing, which creates additional friction. The car-
ried material will polish the inside of the trough quickly
and eliminate excess friction. Thus, material will soon
move freely.

Maintenance:

Head and tail shaft bearings should be checked ap-
proximately every 250 hours of operation and lubri-
cated as required. Style “B” idler bearings, if vsed,
should also be checked and lubricated.

Gear reducer oil level should be checked every 150
hours of operation (more often if leakage is ob-
served). Oil should be changed in accordance with
manufacturer’s recommendations (consult manual
shipped with the equipment).

Check oil level in chain drive casing (if so equipped)
every 150 hours of operation. Also check and adjust
drive chain tension.

Check conveyor chain frequently for sag while under
load (see para. D, #2 and #3), and adjust as neces-
sary. Users should establish a schedule for check-
ing chain tension in accordance with his application
and usage. Essmueller suggests, after initial chain
break-in, checking at least once a day until an ad-
justment pattern has been established.

Check internal conveyor sprockets for proper locat-
ion every 250 hours of operation. Check and tighten
set screws if required. Check tooth profile for exces-
sive wear. Womn teeth may cause chain failure.

Conveyor Inlets:

When field mounting inlets, several general rules apply. Contact
Essmueller for specific applications.

1.

Drag-Flight Conveyor inlets should never be placed
closer than 3" to tail section flange. See Figs. #8a
... 8c as applicable. Inlets may be placed o inter-
mediate locations wherever required.




