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Introduction

1.1.Thig operatng manual's purpose is to familiarize the operating perscnngd with the struciure,
tachnical information, operation and seoaciod reles of the exdruder,

1.2.The extruder’s duly performed work as well 25 its long life depend on correct operating, that
iz why you should read tharoughly 1his operating manual before the extruder's mounting and
pustting in operation.

1.3.This operaling manussl can be changed and completed as far as we mprove our experlence
and Tha oxdrdler ibmelf,

1. Purpase

The extnler s purposed for the exiruded fodder of wheat, rye, barley, coen, peas and
aoyleans  prepaning  for farm aniemals  and poultry. The climatic execufion s UHL 4.2
accarding GOST 15150,

2. Specificatlons
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DRl E-1000 RE

1. Assembled extrudes Tiate

2. Spare ua.rt:ssnd 1 sal
acceysores get

3. Dperating manual 1 piece

4. Blectnic motors’ registration certificate 2 pieces

4. Structure and Principle of Operation

4. Slruclure and Principle of Operation

The extruder consisls (g, 1) of aframea 1, a rotor 2, a serew parl 3, a driving acioator 4,
& hopper 5, a feeder 6, a cutting device 7, water supply system 8 and control system 9.
4.1. The frame 1 is & welded construction. There is a driving  actuator's electnic motor ingtaled
an it, delivering rotation to the rator theawgh the V-Dell dive.

4.2, The rodge fig. 2, 3) transmits the rotational maotion Trom he deving  acluator's ekeclnc
oo 4 [0 the screw parl 3; it consists of a case 10, shaft 11 with bearings 52, 53 and 54.
At 55 locked by two plackeis 56 is purposed to controd an axial clearance in the bearng S2.
Pluges 57 and 58 are purposed for oil feeding and discharge correspondenthy. Oil indicator 59
controls oil level in the rofor. The tube 60 franslers ol pamped by he bearing 52,

4.3, The screw part i purposed for the processed prodect's ransportation, crushing and
PN

4.3.1. The screw part assambled for cereals’ processing (fig. 4] consists of screws 12 {1 po)
and 13 (5 pos), supporting washes 14 (1 pe] and 15 (3pes), compensation washers 16
assembled on the shall 11 and tightened wilh a lefl-hand thread nosde 17, Lhe inkst barral 138,
intermedinle barrels 19 and outlet barrel 20 tightened with locks 21.

Slegaes 22, 51 and 232 are Built inte the barrels 18 and 19, The sleeve 51 is provicded with an
opening for ha valva 34, There is a temperature sensor 35 nslaied on e last inlermediabe
barred,

The outlet barrel 20 & provided with a theeaded openimg where a nut 24 with an outlet sleeve
25 is inslalied. The bareel 18 and sleese 22 have matched openings for the receiving cone's 26
ingiallatlian.,

The rotation moment’s from the shaft 11 s transmitted o the screws 12 and 13 and washess
14, 15 and 16 through koys 27, 28 and 29,

Thare ara longitudinal ribs made an the inner surlace of e $I:}-|,‘."|.r|:::j 22, 23 and 51 to provide
the product’s movernent algng he Sscrew par's axis,

To exchsde the barels taming regarding each other 'ﬂ"tE'-Ijﬂ'l'.l'E|5 30 are provided.

Screws 31 are for the axis fixation of the sleewes 22, 23 and 51.

Rings 32 and 33 are installed in the supporting washers” arga,

The valve 34 placed on the intel barrel 15 is purposed for jetting water into the screw part.
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E-1000 RE

A gap between the nut 24 and nozzle 17, as woll as change of outlet pleg 25 opening's diameter
centrol the lemperature of product processed.

4.3.2. Mounting of the screw part Tor soybeans processing (fig.5) differs as follows: three double
Inreaded screws 37, support washers 38, three compensation washers 3% and the outlet plug 40
are placed instead of thres screws 12 (from the outlet opening's direction), supparting washers
14 and 15, three compensation washers 16 (Trom the oullet opening’s direction) and the outlet
plug 25 correspondently.

4.4. The driving actuator consists of an eleciric motor, a drive pulley, placed on the electric
motor s shall through the collet, a V-belt drive and a driven pulley, installed on the shalt 11
through the collet as well.

4.5. The hopper § serves for intermediate accumulation of grain necessary lor the extruder's
roubia-free start and stop,

4.6. The feeder & (lig. 6) controls the raw product’s supply to the extruder's screw part. The
feeder itself is a screw conveyor, with the scraw 41 rotating from the motor-reducer 42. The
screw 41 takes lhe raw product from the hopper 5, and then the grain comes to the receiving
cone 26 through the nozzle 43 (fig.4). Control the raw prodect supply by changing the screw
41°s rofation frequency. A magnetic catcher instalied in the cone will exclude any foreign stesl
thangs™ getting inbo he sorew part.

4.7, The culling device 7 consists of a crusher shaped as a spiral, where a rotor with blades
rolates. The rotor receives rotation from (he electric motor installed together with a sparal on the
platform. The platform, in ils lurn, 15 connecled wilh the frame via the revolving brackels” system.
The crusher is drven away mn the ofl-position. In on-position the crusher's feed throat is put an
the washer 24 (fig.4) and fixed with a specially intended grip.

4.8, The water supply system (fig. 7) serves 1o moisten the base mixture and consists of the tap
44, manometer 45, adjusting cock 46, rotameler 47 and a valve 34 (fig. 4).

4.9, The axtrudar’s control system is placed inlo the control box 9 {fig.B) The electrical
schamatic is prasented in the fig, 9. 1tis o motal wolded box with an opening door, wheare
operational controd devices and visual contral davices ara installed,

The purpose of operational contred and visual control devices is as Tollows:

The circuit breaker ON, OFF serves [or woltage supply into the control box.

The START button serves for voltage supply to the switches.

The STOP button serves lor emergency de-anergization of the control circuils.
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= EXTRUDER START / STOP swilches on (off) the driving actuators motor.

s CUTTING DEVICE START / STOP switches an (off] the cutting device’s elecinc motor.
m FEEDER START  STOP swilchas on (off) the cutling feeder’s alectric motor.

s GRAIN SUPPLY conftrol device cantrols the feader’s culput,

n  VOLTAGE signal fittings control the voltage availabilily.

= DRIVING ACTUATOR'S CURRENT ammaler controls the load of the diming
acluator's motor,

= FREQUENCY, Hz controls the current freguency of the feeders electric motor,

s TEMPERATURE numenc display shows lhe temperature in the homogenization area of the
cabruder’s screw parl.

WARNING!

The digital ammeter sermves to protect the extruder’s electric motor, Befare the electric molar
start check up (change if necessary) settings of the digital ammeter. Do not start the motor
with the blocked contact of the digital ammeater or wath wrong  setfings.

Thux dagital ammetor's sellings:

L., - minimal vatue 0008 d dwell 003
F, maximal valus 1954 ., fransiormer currency 2004

In emergency situations the digital ammeter stops the voltage supply on the control schame,
disabding thus the further work of the exirider.
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For aleciical cabinet powering use copper thread wires of the least cut 70 mm’, for aluminum
thread wires the least cut is 90 mm’.

4.9.1. The extruder warks as lollows:

Tha base mixture is supplied into the extruders hopper from the internal supply sysiam, Whean
the electric motor and then feeder are on, the mixlure comes inle the receiving cone and
further into the screw part from the hopper.

Whean passing the screw part the micture iz milled and is treated thermally, then it mixes onder

pressure and is pressed out from the exlouder.

The mixture is healed due to friction within the process when the mixlure moves along the
sorew part.

The proceaded cereals come oul from the outlet plug's apening braid-shaped. The culling
device's blades crush the product as far it comes out from the screw part. The cutling device s
nol used al spybDeans processing.

Adjust the process temperature and grain explosivity grade by the clearance change betwean

the nut 24 and the nozzie 17 {fig. 4), as well as by change of the outlet opening's surface.
Reducing of the clearance or the outlet opening’s surface resulls in raising the product's

lemperature and explosivity grade; and vice versa increasing of the clearance or the outlet

opening resulls in the temperature’s and explosivity grade’s drop.

To make the cereals and peas processing steady they are o be moistencd wilh the water
SuppEly syslam.

The extruder is started and stopped and its outpul is controlled from the control box.

5. Safety Measures

5.1. Operalion of this equipmeant i 1o be carried out by personnel qualified to complete this work
oy, with document certifying their nght to operate the extruder.

5.2. The operator working an the extruder wears special working clothes, a head-dress, he must
use heat-resislant gloves.

5.3, The pramises where extruders are installed are to be equipped with mandatory exhaypst
vantilation. Quantity of dust and vapor in the working area’s air must not exceed the legitimate
values preschbed by regulations of GOST 12.1,005-88. It is prohibited to switch on the extruder
with the ventilaticn off,

2.4 The extruder's foundation is to be earthed.
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5.5, The oparalas should not remady any defects in alectnic equipment. The electrician an duty
is to he called for

5.6. Do not sland opposite tha outlet opening of the screw  part during the start, adjusting and
operation of the extruder, as the complete process i connected with high temperature and
high pressore,

6.7, Do not push e modure throogh wilh bands o any gears inlo the receving coneg, oo not
rernowe extrareous things from the magoelic calcher wihen tha esdtroder is on. IF any routble
happens stop the extruder.

5.8. Do not start the extruder without protective shroed on the V-belt drive and culfing dewice.
5.9. It is absolutaly prohibited to start the extruder with the clogged product or partially closed
opening of the screw part's outlet plug. It is necessary 1o remove the plug with the outlet device
and o clean he apaning.

2.10, WARNING Do not clean the autlel plug's apening when the extroder is on,

a1, The maintenance staff MUST NOT stay opposite the screw part when the outlet plug is
baing dismounted.

Whiere il iz nacassary 10 laka off fastenars for the barrels” disassembling, take intg
consideration that those may be thrown forssargd e the mixlure’s processed pressore, and Lhe
ot roikbure may gel inlge eywds and [aca, Thal s wiy wihen [he screw parl i3 clagoed we
recommend disazsembling the plug or the outlet and intermediate barrels, at their
temperature 4070,

5.12 Use a 5c00p when taking a sampla of the basa mixure at the oullet of the feeder's tray,
Do not take a sample wilh honds,

a.0E In emergensy siluations do the emergensy Seilching of the axiruder: Switch off the
electric motors of tha cotting device's and the feader with the fungiform Dutton

"EMERGEMNCY STOP",

5.14. Do not disassembla he screw part when the temperature of the parts exceeds 30°C and
withiout gloves.

215, Do not wark with defective instrumenls.

5.16. Turn g spanner on the outlet openings of e screw part when the extruder i on i gloves
oy T avoid Biurs

5.17. Da not use a spanner extension for lightening nuls on the fagieners.

5. 18, Acoustic pressure and vibrational load at the operator’s working place do not excesd the
values establishad by the GOST 12.1.003-33 and 12.1.012-90 correspondantly,

5.19. No hazard substances escape into the environment during the extruder’s operation.

=30 DE7F 6L-04-18; +38 0472 §4-70-58; +38 0472 326337
a-mait Brono®Erondn. ck. e ranlo Sk.in



i

E-1000 RE

6. Extrudér's Assomblage

B.1. The extreder i to ba mstalled on the plain horizontal surface on the floor or concrete base
with the most inclination 5 mm far 1 m lenath. At that there must be a free surface 1000 mm at
lezast - in front of the screw part.

B.2. The extruder's location above the curb level may differ depending on location of the base
miture supply and hnal product discharge.

B.3. The system supplying base mixture must be connected to the extruder, as well as the final
product receivers and ventilation,

G.4. Check up il in the extruder’s rotor and in the reducer of the feeder’s drive before putting
ire Cpearatican.

1. Preparation and Order of the

extruder's Operation for
Cereals and Peas Processing

Assembly the screw part according to the fig. 4. Supporing washers” diameter in the product's
mowement direction: one (pos. 14, fig. 4) - 130 mm and three (pos, 15, g, 41 136 mm.
MOTE: A part of coil must be removed in single- and double-threaded screws whare thay fit to
support washers, bolh from tha direclion of a cone and washer backside, The clearance
bedwean a screw coil and a washer edge must be 9,10 mm. K your replace screws without the
describad updalting, the latter should be done by means of hand polishing toaol,

7.1.5et the outlet plug of the required diameter depending an processed cereal,

7.2, Extruder start

7.2.1. Loosen the nul 24 Tor 4 turns from the stacling position (Hghtened up 1o the stop) amd lix
it wath a lock.

7.2.2. The cutting dewice is driven aside,

.23, Swilch on the driving actuator's motor with EXTRUDER START j STOP.

7.2.4, Switch on the feeders driving actuator with the FEEDER START 7 STOP switcher,
increasing gradually grain supply. Simultanecusly with the first portion af grain add 0.7...1.2
lters of water by 0.1...0.15 lilevs portions every 3.5 sec into the receiving cormar.

725, As 5000 a3 the product is discharged a8 a continuous braid regulate the water supply,
and the stable explosion of the product is available at that. Enable the culling device's matar
wilh the CUTTING DEVICE START / STOP switcher and put the cutting device m its  on-position.
7.2.6, When the barrels are heated up to 70..90°C, sel the grain supply up to the rating value
ol the molor's current strength {(167A)

7.2.7. Il necessary moisten the processed product wsing the water supply system.

HEE A2 G241 S3H 4T 64-20-52; <38 0472 32-R3-37
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HOTE, Where the start is improper the extruder’s screw part can be “clogged up”; the evidence
of this is ag follows: grain is supplied into the receiving coneg, bt does not discharge out from
the screw part; as a result the current load at the driving actuator's motor ingreasaes, and then
it sharply drops.

IT such “clogging up” up happens de-energee he exinoder,

Disassemble the screw part, clean and cxanmine pans of the screw part to find out any defects.
If the screw part is defect-free, assembla it and re-start as described abova.

7.3, Operating Mode

Va1, When the extruder is started, the mode where its oulput, process temperature and
current [oad of the alactric motor mest corraspond to the rating valoe, is sel.

7.3.2 wWhere the extruder is mode-operated the oporator must monitor functioning  of all
etrucler parts, the process temperature, water sopply oand final prodoct’s quality, 1T he
lermporature does nol correspond readjust il as described in the item 7.5,

The aperator must do control tests of the basa mikture's compasition and densily, of the output
and tha final's product quality.

T.3.3, The operater must examine the magnetic catchers twice at least during & shift.

T34, Tha aperator musl contral the ead of e main deive™s molar and posecs Supply at all
phases,

7.4, Extruder shop

7.4.1, Switch off the feeder with the FEEDER START / STOP switcher,

T.4.2. Stop the water supply.

743, When the product is not discharged out from the scréw part any more, switch off (he
main drive’s motor with the EXTRUDER START / STOP switcher.

7.4.4, Swilch off the culling device's motor with the CUTTING DEVICE ON j OFF switcher

7.4.5. Slop the power supply into the control box's scheme with the STOP button.

746, De-energizs e control Box wilh the OFF circuil breaker.

747, Drive the cullmg devies inlo the starlng position

7.4 8, Digassembla the output unit togaethes wall parts inslalled cnoatb, install the
E-1000,50,00.002 ring Instead, switch on the driver's electric motor and turn the screws
lhrough o remcwe The mixtuna. -_'

7.4.9 Clean he oulpul unil’s cavily and the opening in the outlet plug.

T.4.710. Tighten midls of ocks with slandard spanners only. Do not wuse any levers or tubes to
increase the ghtaning torgue. Narmal ighlaning torgue is 150 N/m (15 kg-Torce/m)
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7.5, Raling change, adusting and setling.

7.5.1, The explosivity arade is determined as the weight ratio of equal volumes of comminuted
grain and comminuted ready-made prodoect,

Tha weight of aqual volume of comminuted grain or grain mixture must 3 times

{for peas and corn) and 1.5-2 times (for other ceraals) exceead the weight of comminuted
ready-made product, Practically it may be done as follows. Bolt comminuled grain and
ready-macde praduct, To determine the axplosvity grade take a fraction from a 1 mim and 2 mm
hole size boller.

Weight volumes of raw malerial and extruded article using technical scales to within 0.1 g.

The explosivity grade is caloulated by weight ratio of velumas.

7.5.2. The output can be determined when the 100% current load of the main mator, the ready
praduct’s quality s satistying, the temperature corresponds to the set one. Weight the mass
discharged from the outlet opening of the screw part within 3 minutes, The result moltiplied by
20 iz the hourly consumplion {oulput). To reduce the output to the conditional density

of 750 kg/m” mulliply the aulpul measured quantity by the coefficient, received as a quotient of
division of condiional and actual density,

7.5.4. The process temperaturg's s checked up by the control board's reading.

7.54.If the process temperalure does nol comespond 10 the sel one, the water fliow has
altered and the proper quality of the final product results impossible, install the outiet plug of
other diameter, The plug of less diameter will increase the temparature and inverse more
diameter will resull the temperature drop.

7.9.9, The described temperature setting s the main one, You should take inte consideration
that the raw materals homidity increased by 1% reduces the process toemperature by 10°C;
thus it achieving of the set temperature resulls impossible it is necessary 1o check up the raw
materal’s bumidity. The optimal humidily:

- corn 4.3, 15 3% wheat14.7,,.15. 7%

- barley14.5...15.5%- peas15.5...16.5%

NOTE: Do not add any water for axtrusion with the mentioned humidity of the raw product.
7.5.6. If requirements of the item 7.5.7. Have been met this will increase the axplosivity grade.
¢o20f Other ratings spacifying the product quality are evaluated in a kb via the special
lechnigues.
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Oparation for Soybeaans Procassing
Assembly the screw part according to the fig. 5. Diameter of all s upporting washers is
139.7 man {pos. 38, fig. 5).
2.1, Extruder starl:
B.1.1.Loosen the nut 24 for 4 turns from the slarting position {lightenad up to the stop) and fix
it with a lock.
8.1.2.Take off the autlet barrel and heat it up to 90-100C
8.1.3.Install the outlet barrel.
B.1.4.5witch on the driving actuator's motor with EXTRUDER START f STOP.
B.1.5. Switch on the feeder with the FEEDER START / STOP switcher and supply grain into the
recening cone, increasing supply gradually. Mass must constantly discharge oul from the
nozzle, Curmrent strenglh muost not exceed the nominal value [ 1674)
NOTE. Whera the start is improper the extruder’s screw part can be “clogged up®; the evidence
of this is as follows: soybeans are suppliad inta the receiving cone, though do not discharge out
fromn (e scrow part; as a resull the current load &t the didng actuators  molor increases, and
them it sharply drops.
It such "clogaing up” up happens de-energize the extruder,
Disassemble the screw part, clean and examing parts of the screw part to find out any defects.
If tha screw part is defecl-free, assemble it and re-starl as described above.

8.2, Operating Mode
B.2.1. When the extruder is started, the mode where ils oulpul, process temperature and
current |oad of the alectnc motor must correspond o the rating value, is set.

8.2.2 Where the extruder is mode-operated the operator must monitor funclioning of all
extrucer pans, the process lemperature, water supply and fingl prodects guality, It the
temparalure does nol correspond readjusl it according 1o the technigque described i the
item 7.5, The operator must do control tests of the base mixture's composition and density,
of -t oulpat and the final's prodoct guealiby.

8.2.3. The operator must examine the magnetic catchers twice at least during a shift.

8,24, The operator must contral the load of the main drive's molor and power supply at all
phases.

8.3, Exlivuder slog
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8.3.1. Switch off the feeder wath the FEEDER START / STOP switcher.

8.32.2. When the product does not discharge out Irom the screw part any more, switch off the
main drive's motor with the EXTRUDER START / STOP swilcher.

8.3.3. Stop the power supply to the control box's scheme with the STOP button.

8.3.4. De-energize the control box with the ON/OFF circuit breaker,

8.3.5. Disassemble the culpul unil together with parts installed on i, nstall the
E-1000.50.00.002 ring instead, switch on the driver's electric matlor and wrn the screws Brough
to remove the mixkture. Disassemble aother barrels as described above,

8.3.6.Clean the oulput unit's cavity and the opening in the autlet plug.

8.2.7. Tighten muts of 10cks with slandard spanners only. Do not use any levers o lubes to
increase the tightening torgue. Mormal tightening torque is 150 N/m (15 kg-force/m)

&.4. Rating change, adjusting and sethng.

8.4.1 The output is determined when the 100% current load of the main motor, the ready
product’s quality is satisfying, the temperatere corresponds to the set one. Weight the mass
dischargad from the outlet opening of the screw part within 3 minutes. The result multiplied by
20 15 thie hourly consumplion {(oulput).

8.4.2, The process temporatura’s is checkad up by the contral board’s reading.

8.4.3. If the process lemperature does nol corraspond to the set one and the proper quality of
the final product does not meet the sel requiraments, reduce the clearance between the nut 20
and nozzle 36 or reduce the feeder's autpult,

B.4.4.The described temperature setiing is the main ane. You should take into consideration that
the raw malterial’s humidily increased by 1% reduces the process temperatere by 10°C; thus if
achieving of the set temperature results impossible it is necessary to chack up the raw material's
humidily that must not excaed 12%. The rating humidity is 9., 12%:

MOTE: For soybeans hurmidity less then 10% we recommend an outlet plug with 9 mm diameter,
and 8 mm far humidity 10..,12%

B.4.5. Other ratings specifying the product quality are evaluated in a lab via the special
technmgues.

9.1. Exact observance of rules and regulations concerming maintenance and senvicing will
prondda the constant due operation of the extroder,

9.2. There ara the following types of mainlenance for the extruder. Daily maintenance {DM),
weekly (M1), every thrae months (M2) and every sik months (M3).

9.3. The fallowing maintenance (DM) is to be done before each shift:

1icheck up tightening of the thermometer connaction on the outlet device's case, as wall as
that of nuts, locks and connaction of the screw part to the olor's case,
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Vicheck up if there are any foreign objects on he magnetic catcher's surface.

Zlexaming the outlet device's opening

3)There should nol be any rests of mixture or foreign objects in the openings;

Alcheck ug the warking order and awailability of instruments;

2)the electrician on duty must check up the extruder’s earth and Donding wires” reliabality;
Blcheck up oil in the rotor and lubrication in bearings.

T)Check up prassure in the water supply.

8.4 Weekly maintenance {M1):

1iCheck up tension of the driving actuator's belts. Belt sag must not exceed 107 mm at the
load of 40M (kg -force):

Z)Disassemble the screw part. Use removers to dismount barrels and screws if necessary;
SJWhen screws are worn-out at ong and - & turm in its middle part is less than 6 mm tum over
the corresponding part has that the non-worn end is turned forsard the product's moverment.
Raplace the screw whan its both ends

are worm-out.

4)Replace 1 mm worn-out nuls o it any cracks or nicks are noticed on them;

o)Replace slecves when Wher ridges within 30 mm of their length are worn-out for the 2.2 mm
depth,:

Bidssemble the screw parl and check up bolts tightening in the units’ fastening:

Fi0a all proper DM works.

9.5. BEvery three months (M2):
HRemove the protective shroud and check up the pulleys” fastening;

2)Check up the pulleys’ positioning regard to each other the edges are to be situated in the
same surface (displacement must not exceed 2mm),

JCheck up the balts” @rsion,

4)Check up tghtening of all bolts;

2)The electrician on duty must check up the earth and examing the alectrical equipment;
BIDG all proper BT works.

8.6, Every six months (M3):

HReplace ail in the rotar. Transmission oil 30Wa0. Gil leve! corresponds the rotor's axle.
ZiMhzassemble the driven pulley and the cover, replace lubrication in the bearing 14
(Lilol-24 GOST21150-87);

2100 all proper M2 works.

Mote: Do not use the same seal rings after the rotor's di';trncuunting; Contral the radial
clearance in the bearing 52 with the nut 55. Maintenance of the electric matar and
malar-reducer 15 19 be done following the correspondent manuals.

138 0472 GA-240- 08 B8 0472 Ga-20-52; 30 DA 3245357
-l IsonlePonioock s e T [ i R




10. Trouble Shooting and Fault Removal

* Traubles, detect marifestation

Cand additional symptoms

Fault ramaval

1. Thex cafrigdor goes not run gt
it aormal ok

2. This repabing Gonae is
oraarfdlad, the product does
mof digcharpe oul, the drive’s
Actuzlors motor lnad doaps,
CEpratans from e cone,

3. The process lenperalure is Hwer
than pormial,

d. Gram does nat procesd to
the recEting con

&, Strong oscillafion of he
ratar maeda of The main deiving
aEualae™s molar kend

6. The drive’sacluators molor 1ad= 1o
switch on, the circud
biresakar aicfiates.

1. High chockage in the
indtisl qprain,

2. Dunent's aciuanice™s bols oo
weakenar,

1. Tl screws part's channed
i& clogged ug.
& Tums Slose 1o wikshars
e el -Gl
3. Slecrea ﬁﬂﬂE! aAre worm-oug.
4, High doschape in lhe
irilizal g

1. They enntput i
(Wi BT | [THY (R

2. The apening dianules
ot the: outlet phig is
[EETHHH T

Ao Tha il gridn's buamidity
e endls 6%

A, Wiehers are worn-oul Tor
e B 1 mim in
diarnaler.

1. Thedo s oo OFch Tarmsaed
in tha hoppor.

V. High dockane in the
initsal Qri.

1. Thi el value o0 the
dimilal ammeier is hoas
thannominal,

2. A closure kappeaned in
Ehe poser Cincuits,

3. Ther driving aciusiors
bt i Toulby,

Change fha iniial grain
tar the groded ons.
Admisd The bolte’ kension
maving tha diving
ACILANrE malar.

Clgan the sorew part's channal,
Tum sorews ovar thus that

e non-wom and rasuls
brnie forwand the washer;
regdace hi scrow when As
Bl creds mre edwn-oat.
Replace sleavs,

Change the initial grain for tha
graded o

Rl 1w culpul.

Fepluce e guliel phsy
foe o of [ass deamelor,

Czharsga the indial grain fo
e gradad one,

Raoplace washars,
Enack sightly a2 the bowt

unilil the: arch disappears.
Oppeeny ther happer's gate.

Change the initia) grain
for thet gradcd ons,

&l the delay paricd on he
digital ammatar,

TRemienn b clasure,

Repain ar eeplice the
clriving acluslors mador,

SIS R
SRR
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T This process iemperkiung cxteads Lo Py of Blwe LChanga ke ikl grain
the ezermal, There is no axtrasion instial grain for the gricded one.
8. Ol in the rolor is overheatsd, AT 1. Loose fhe: bearing's
mare than 353 K fighdenad 46,20 I||.'|I:|II:|||r||_]_
2. Uil rake does npd . Feglace ail
el S e
Baswrings 53 are averheated (fig. 2) Dafcienl uleicafion Fal the beariveg wilh labricant

11. Transportation and Storage

11,1, Extrizder is suppled in or without package via railway, motor vehicla, river and sea
transpord, if all rules and requirements of this or another transport are kept.

11.2. Terms of this device's transportalion to the moderate and caold zones regarding chimatic
conditions belongs to the storage conditions group 8 (OX3), GOST 15150, for sea
transportation - group 8 (OXM), GOST15150.

11.3. Storage conditions 2 () GOST15150.

11.4, Canzervation is purposed to provide the extruder's safety for 18 months al least after
delivery to the customear, and for 30 manths for spare parts. § the customer intends 1o store
e axtrudar and spare parts for more than he saig period e mest re-conserve them himsalf
in accordance with regulations GOST 9.014,

1.5, T lhe custamer violates transportation, storage and re-conservation rules the

manufacturer daoes not guarantee the extruder's safety.

o
.!...-.'.f 'l||.||| 1l

w20 MTE G17d-18; +38 0477 64-20.52; 408 0477 32-03-57
e=manl; BronbcShimniockan e Eomis ok s
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12.Acceptance Certificate

The extruder E-1000, serial number /¥ has been manufactures and accepted in aceordance

with requirements of state standards and technical documents, it is certified for operation.,

Seal{Signaturs) -'.I-::-"_- .. Chief of the Inspaction Departmeant AR teal s j{g

BTRA] O7ic

On [date)

13. Manufacturer’'s Warranty

13.1. The Manufacturer guarantees thal the extruder meets all requirements il the customer
keeps all conditions of ransporlation, storage, mounting, adjusting and operation.
13.2. The warranty perod 15 12 months (2000 hours) singe putting nto operation, but not more

than 18 manths sinca the moment the customer has received this item. Tha warranty period for

wearing pards i 400 hours.

B0 OEE Ga-d. 18, 435 (T2 642052 36 002 AR-63-07
e Brnnbodbransn,ckas o Branlo . ck.ua



Wearing Parts
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Supplament 1

1. Washer E-1000.00.00.0049

2. Washer E-1000.00.00.003

3. Screw E-1000.01.00.012

4. Screw E-1000.00.00.013

5. Sleeve E-1000.00.00.038

7. Sleeve E-1000.00.00.033

8. Plug E-1000.00.00.005

8. Plug E- 1000.00.00,005-01

10. Flug E=1000.00.00.008-03
11. Washer E-1000.00.00.008-01
12, Washer E-1000.00.00.010-01
13. Screw E-1000.30.00,003

14, Washer E-1000.00.00,010
15. Nozzle E-1000.00.00,006

16, Plug E-1000.00.00.011 -

17. Plug E-1000.00.00.030

(pos. 14, fig.4)
{pos. 15, fig.4)
{pos. 13, lig.4)
{pos. 12, fig.4)
{pos, 23, fig.4)
{pos. 51, fig.4)
{pos. 25, fig.4)
{pos. 25, fig.d]
{pos, 40, fig.5)
{pos. 38, fig.5)
{pos. 39, fig.5)
{pos. 37, 1ig.5)
{pos. 186, fig. 4)
{pos. 17, fig. 4)
(pos, 33, fig, 4)
{pos, 32, fig, 4)

Bearings Seat

Supplemeant 2

-9039420 GOST 9942-90- 1 piaca
~13518 GOST 8545-75- 1 piece
-1320 GOST 7520-75- 1 piece
-1206 GOST 28428-90- 1 piece

-7 208 GOST 27365-87- 2 pieces

Pas, 52 (lig. 2)
Pos. 53 (fig.2)
Pos. 54 (lig.2)

Fos. 68 (fig.G)
Pos. 67 [fig.B)

=38 08T G- T 1 ; ok QAT - n0-00 e Qa2 336337
- ronigergnio, ckun LR T T T
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Supplement 3 General Mechanical Aubber Goods

" Rings GOST 9833-73 _

1. Pos. 61 098-105-46-2-5 1pe
2. Pos. 62 100-108-46-2-5 1pc
3. Pos. 64 205-215-58-2-5 2 pes
Sleeve gaskets GOST 8¥62-70 - :
5. Pas. 65 1-106X130-4 1pe
6. Pos. 66 1-120X150-4 4 pos
7. Driving wedge belt UV-3550 TU38,105.19%8-91 8 pes

Pycckuia
O OTCERATENCR with cutting device
Ges oTCerareny without cutting device
Figure 4 : S o
Figure 5 § i LR s i :
Coenan Hanagxa Adjusting for soybeans
Figure 7 | PRy
Orxn. Off
Brn, On
Hanpmxesue, Voltage
Temnepatypa Temperature
yacrona, My, Fraquency, Hz
TOK NPUBGNE [= 1644 Driving actuator’s current I=1644
NogAaYa ICHma grain supply
cron stop
[IYCE stari
IKCTRYALP MYCK [/ eTon extruder start [ stop
OTCEKATENL MYCK J CTon culling device start / stop
MMTATENL MYCK / CTOn feeder stant / stop
E SN

S AR G2 Tl 43 DM -M)-52) <38 DATE 3DRL-EY
-l e oy ne sk LN [LETEERY O TP
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Figure 8 ) L s T i Al

Pycckwi English

3. ABAraTE N Blectric motor

UHBPOEDH aMNSpeTh DHgital ammeter

LLYHT shunt

2N, ABUrATENL OTCeKATENS Cutting device's electric motor

Hanwmyue daasl Phase availahility

HanK4Ke HanpAseHia Valtage availability

Pana BxnceHng Shutdown relay

My CRaTers MeTpyaepa Extruder actuator

MycraTans oTCERATENA Cutting device actuator

MyCraTans maTaTens Feeder's actuator

MasBepMTENL-DEMYIATON TEMNBDETY DR Temperature contral unit

Tepronpecbpaionarait CONPOTHENEHWR Rasistance thermoelement
Figure 9

1.Take of the exterior lock 4, oullel barrel 2 wath a plug 1, nozzle 3,
2.Remove rests of the processed products from the taken off pans.

Barrels 5 dismiounting

Linstall the ring & instead of the outlet barrel 2 and fix with the lock 4.

2.Install the washer 7, screw the nozzle of the pulicr 8 on the shaft 9,

3. Thread the chain 10 into slots of the puller's base 8 and the ring 6. Fio with a pin 13

4. Lift the ring 6 with a jack and remove the first barrel dismounting a “spare” screw first,

Screws 171 dismounting

1.3crew the ring 12 on the exlerior screw 171,

2.5crew the nozzle of the puller 8 on the shalt 9.

J.Thread the chain 10 into slots of the puler’s base and the ring 12, fix with a pin.
4.Lif1 the puller with a jack and remowe the first screw.

o.Take off the next screw moving the ring 12, dismounting the next bame! Tirsl,

(keft-harned thread)

Figure 10 B R RN e

Pyccruia English

CHEME CTROMDEKH AKCTPYELD Extruder's strapping diagram
LlewTp TaxacTH Center of gravity

35 04TE B4-25-10; 35 04T2 0a-20-F #38 0aF2 32-63-37
wr-rndil: Proegpistr ooy ol v bronta.ck.un
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Screw part adjusted for soybean
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J
2 4

. Tovden of the exlenge ciook , ool bamed 2 will o plag T 6 3
2 Remove resls of the procesaed products fov the laken 6l pavts,

e pellams i r-' :‘-‘.j T e . -.,*.T. .
e = =

Mg
e EaR

Barrolz dizsmowrnlineg in 5
7. Areslall e g & irmtoad of She cunlel Birred 2 and xoaith fhe dock 4.
2 hrstall five wiasiar 7, scrow die Gp of e povor B o e st 9
F Thargad dee cieair 10 inle Sals of the palers hase T and the nng &
Thread e chuln o siods oF the fng § as shomm oo the Ggoro A4
ALY Mre paiflie walls @ ok amd remawe e Pesf heveed
5, Tawe off odiser Barmals rewiog e rng 6

HyZFad
FF e

O
N
Ei E_i Serews ditvnounting 11

1. Gorew faa ring 12 an T exforor seraw 171,

2. Sorew fivg tg of the pouler 8 on the shaff &
A Mo fhe shada 10 ffa siods of e malor's hase and the fing 72 -

AL the podler with a feck sng mamcea e Ninsd scrme.
5 Take aff other 2oraves mowing e rng 12,

e
! 30
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Extruder's strapping diagram
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CherkassyElevatorMash
‘fa Khimikov Avenue, Cherkasy 18018 Ukraine

Service Center
Phones

+38 0472 326200
+38 0472 642124
e-mail: servis@bronto.ck.ua

Commercial Department
Phones

+38 0472 642418
+38 0472 642052
+38 0472 326337
e-mail: bronto@bronto.ck.ua
www.bronto.ck.ua

Representation in Argentina
GLOBAL EXTENT SRL
Av. Mitre 1339, Florida Oeste (1602),

Provincia de Buenos Aires, Argenina
tel. +54 9 11 4760-9281

fax. +549114761-1035

E-mail: info@gx.com.ar



