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NOTE

This Manual has been prepared to help you
understand the operation of the Pennwalt
Vibroscreen and so obtain maximum efficiency
with a minimum of maintenance. .

Should you require additional information, or
assistance, please contact the Pernmwali Company
Limited. o

Please gquote Serial Number of machine and motor
where possible so that your particular machine
can be identified and correct spares and

replacements sent when required.

PENNWALT LIMITED
TOWER WORKS

DOMAN ROAD
CAMBERLEY, SURREY

Telephone : Camberley 63383
Telex s 85283
Cables : Pennwalt, Camberley
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INSTALTATTON OF THE SHARPLES VIBROSCREEN

Foundation reguirements - '

The machine should be level and, although no vibration is transmitted
to the floor, at least two 4" diameter bolts should be used to hold the

machine in position.

The

weight of the machine depends on the number of screens used in its

assembly, but is generally from 500 to 1,000 1b. (227 to 454 Xg.) (See

Installation Drawing at rear of Instruction Book).

Liocating Vibroscreen

(a)

(v}

The Sharples Vibroscreen is egquipped with a hinged inspection door

in the base to enable bottom weight adjustments to be effected quickly
and easily., Locate the Vibroscreén on the foundation so that this
door is in the most accessible position.

Remove the three shipping brackets which secure the table and deck
assembly to the base. The Vibroscreen should be levelled by fitting

shims between the base and foundation.

CAUTION : DO ROT REMOVE THE THREE SHIPPING BRACKETS UNTIL

VIBROSCREEN IS FINALLY LOCATED ON FOUNDATION.

Motor Connection

(a)

(v)
(c)

(d)

The standard motors supplied are totally enclosed % h.p. or 1% h.p.
duzsl voliage 220/250 and 380/440 volts, 3 phase, 50 cycles, Other
voltages can be supplied on request and reference should be made to
the motor nameplate and nameplate on the machine to check that the
correct voltage is supplied, Connect motor in 'Star® for 380 - 440
volt supply and 'Delta’ for 200 — 220 volt supply.

Connect motor lead to power supply line. (See motor data on Page 2).
Barth Vibroscreen base to suitable connection on foundation to reduce
risk of electric shock through the machine, should & fault occur.
Make sure the three shipping brackets have been removed, These are

labelled and painted red for easy identification.

IMPORTANT : ON NO ACCOUNT SHOULD MOTOR BE ROTATED UNDER POWER WITH

A SHIPPING BRACKETS IN PLACE,
Check motor for correct rotation, counter-clockwise when viewed from

above, See arrow on nameplate.
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(£) A Direét-on—Line starter is required for the machine. (This is

not normally supplied by Pennwalt), and the overloads should be

get to suit the motor supplied,

NOTE : On no account must the machine be run if any of the components
(especially the clamp rings) are loose or not fitted properly,
otherwise the vibration of the machine will cause it to fall
apart and sefious damage may result to its components,

The machines are test run at the factory to ensure that all
components are correctly assembled and that the machine is
functioning correctly. |

(g) If rotation is incorrect, reverse main power line connections to

motor.

Spout Connectiong

(2) Position spacing frame outlet spouts by removing clamp rings and
rotating the spacing frame so that the spouts are in the desired
pdsition - this is best done by turning the botitom or lower frame
until its discharge spout is in the corréct position. The lower
clamp ring is then assembled and fully tightened by the two bolts
and also by tapping the clamp ring home with a mallet or hide hammer
to ensure & good clamping action. The second frame is then rotated
until its spout is in the correct location and its clamp ring
agsembled as above and so on for the remaining frames,

(v) All connections between inlet and outlet spouts and materisl conveyors
should be flexible so as not to impair vibrating actions of the deck
assembly, These can be either rubber material or cloth, such as nylon

or stout cloth, depending on the material being screened.
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ADJUSTING THE SHARPLES VIBROSCREEN

Faed

(a) All materials should be fed to the Vibroscreen at a constant rate
and with minimum initial veloeity., Material should not be 'dumpted’
onto the screen in large amounts or from great heights, or the screen
cloth may become damaged.

(b) The feed should be directed vertically to the cenire of the screen.
In this way the material is distributed evenly over the entire surface
and maximum screening efficiency will result. (This is most
important if maximum operating efficiency of the machine is required).

(c) On dry screening applications the initial velocity can usually be
reduced sufficiently by installing a baffle near the outlet of the
feed pipe., A bend in the feed pipe, as illustrated in Fig.l, page 4,
is uswally all that is regquired for most applications.

(d) with wet screening, the velocity can be effectively reduced by employing

 a catch bucket of a type illustrated in Fig.2, page 4. This type of

velocity reducer had proven successful for most wet screening
installations, although minor changes may be required to meet specific
problems. For high volume (in excess of 150 IGPM (681 litres)) de-

watering service we can recommend designs for your fabrication.

Material Pattern on Screen

(a) The pattern which the material sets up as it travels horizontally across
the sereen cloth can be varied, The patiern is governed by the position
of the bottom motor eccentric weight in relation to the top eccentric
weight. (See Pigs. 3 and 4, page 6, and Fig.6, page 8). '

(b) The degree of bottom motor weight lead required to produce the most
effective results will depend upon capacity and efficiency desired,
particle size distribution, specific gravity, moisture content, etc.

(¢) If the material being screened is particularly sticky or viscous and
does not travel readily across the screen surface, additional plates
may have to be added to the top motor eccentrie weight., (See Fig.3,
page 6). . .

(d) The following illustrations (Fig.6, page 8) are examples of horizontal
material travel patterns and their approximate corresponding degree of

lead angle settings.
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(e) The amount of bottom eccentric weight lead can be varied from o°

to 90° and is indicated on the degree scale just below the bottoml

motor eccentric weight (see Fig.4, page 6). (In certain circumstances
the 1ead angle may have to be adjusted above or below these posifions

but no undue strain on the machine will result from this). If, after
starting the Vibroscreen and feeding the material onto the screen at

the full rate of feed, the desired efficiency is not obtained, the lead
setting should be adjusted until the machine gives the correct results,
If there is too much material on the screen surface, thé operating
efficiency of the screen will be poor and the lead angle should be
reduced to about 30° o 450 so that the material is discharged more
readily.

If, on the other hand, the material is mofing across the screen surface
too quickly and a large amount of fine product is being discharged with
the oversize material, then the lead angle should be increased to prevent
the material from being discharged so readily. To obtain the best
results, the layer of material on the screen should- be from 4" 4o 1

(6 mm. to 25 mm.) thick depending on the particle size of the material
being handled.

As a rule, if the mesh is finer than 20 mesh, a maximum layer of " (6 mm,)
should be aimed for and for 4 mesh to 20 mesh a 1" to 4" (25 mm,to 6 mm, )

layer will give the best results. The angle should be adjusted by the

following method -

1. Shut off motor and lock the starter in the 'OFF' position

2, When vibration stops, open access door in base

3. Release bottom weight clamp bolt nut so that motor shaft is free
to turn independently of the weight '

4, Rotate motor shaft by turning lead indicator washer until the

desired degree of lead, as indicated on the scale of the washer,
is in line with the clamp slot of the bottom weight

5. Tighten the bottom weight clamp nut fully

6. Close access door and start Vibroscreen

7. If desired results are not obtained, repeat above procedure with

gradual change in lead until satisfactory efficiency is obtained.
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SPACING FRAME

DISCHARGE SPOUT
' MATERIAL ROPE

SOLIDS DISCHARGE

THE FOLLOWING ILLUSTRATIONS FIG. &6 ARE EXAMPLES OF HORIZONTAL
MATERIAL TRAVEL PATTERNS AND THEIR APPROXIMATE CORRESPONDING
DEGREE OF LEAD SETTINGS '

0° LEAD AVERAGE MATERIAL 30° LEAD SHOULD PROVIDE
SHOULD BE THROWN STRAIGHT MAXIMUM EFFICIENT SCREENING
AND MAY GIVE INSUFFICIENT PATTERN FOR AVERAGE DRY
SEPARATION MATERIALS

60° LEAD SHOULD PROVIDE 90° LEAD SHOULD PREVENT OVER -
MAXIMUM EFFICIENT SCREENING SIZ2E MATERIAL FROM BEING -
PATTERN FOR AVERAGE WET DISCHARGED AND PROVIDE MAXIMUA
MATERIALS SCREENING OF FINE MATERIAL

WHICH TEND TO ‘BALL’
Flg. 6
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Increasing the Vibration

If, after making these adjustments to the screen, the material tends to

be retained on the screen mesh and moves sluggishly across the surface
without being turned over and agitated sufficiently for good separation,
the vibration of the machine should be increased by adding additionsl
weight plates 1o both the ftop and bottom eccentric masses,

3ix plates are supplied as spares for each weight (top and bottom) but
normally it will be sufficient to add only four plates to the top and

four plates to the bottom, even for the largest Vibroscreen (i.e.. 4 and

5 screens) to get satisfactory vibration, As a guide 1% is normally
sufficient to add 1 top plate and 1 bottom plate for each screen assembly
fitted to the machine, especially if the finest mesh in the machine is
finer than 30 mesh and Vibroscreens from the factory are normally supplied
with plates fitted in this way. It is advisable to run the machine with
the least vibration necessary to give good separation of the preduct and this
will also ensure that the bearings of the motor will have the maximum life
possible, If the maximum vibration is required, it is also advisable to
adhere %o the'greasing instructions of the motor (see page 17) and this
will ensure that the designed life (Blo) of 20,000 hours for the bearings

is exceeded.

Additional Bottom Weight
If the vertical action is not sufficient to 1lift the material off the

screen surface, make the necessary adjustments to the bottom weight by

adding additional weight plates by the following method -

1, Shut off power and lock the starter in the 'OFF' position

2. Remove 2" nut and shake-proof washer from stud welded to bottom
eccentric weight and add one or two bottom weight plates

3. Replace shake-proof washer and 3" nut and tighten fully

4, Close access door and start Vibroscreen

5, Repeat the procedure until optimum 1lift is obtained. If the vertical

movement is too violent, then plates should be removed to decrease the

vibration | '

NOTE : Thé Vibroscreen should be 6perated with thé minimum number of
additional weight plates that will give the desired results.
This will ensure longer screen life, especially if the mesh is

fine (i.e., less than 30 mesh).
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Additional Top Weight .
(a) If, after making the previously described bottom weight adjustments,

the screened material is not being discharged properly, additional

throw can be provided.to improve the condition by adding extra plates

to the top motor weight.

(b) In order to make adjustments to the top weight, the following procedure

should be followed -

1., Shut off power and lock the starter in the 'OFF' position

2. After vibration has stopped, disconnect feed and outlet connection
to spouts '

3., Remove top clamp ring and spacing frame taking care not to damage
screen cloth in process

4. Remove screen cloth centre tie down assembly, screen cloth and
tension ring assembly, channel gasket and feed tray (if any).

5. Dismantle all spacing frames in the above sequence until the
discharge dome is visible '

6. Remove the discharge dome, taking care not to damage the channel
.gasket., The motor top weight is then visible _

7. Add or remove additional top weight plates by removing the 3 mut
and shake=-proof washer '

8, Make sure the +" nut is fully tightened after replacement, Re-

assenble Vibroscreen in reverse order.
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CPERATING THE SHARPLES VIBROSCREEN

When the Sharples Vibroscreen has been inatalled and adjusted in

accordance with the foregoing, its operation entails nothing more than

periodic inspection of the following items -

1.
2,

3e

4,

5.

Feed and products are flowing freely and are not obstructed in any way.
Screen cloth centre tie-down check nuts are tight and screen tension

is correct. Improper tensioning will result in wire breakage due to
flexing, note instructions on page 18 and follow carefully.

Screen cloths are not blinded, i.e., small particles lodged in the
openings of the mesh so reducing the effective screening area

Clamp rings are carefully tightened so that the tension ring, feed trays
and spacing frames are securely clamped, Tighten clamp rings evenly on
both sides and always check to ensure that it is properly "seated".
After approximately 50 to 100 hours rumning, it is advisable to check
that the six motor holding nuts are fully tightened, (Some early
machines were fitted with three wedges). Since the loading of these
components is high due to the machine's vibration, these nuts andfwedges.
tend to become bedded in after this period and, if allowed to become

slack, the vibration will cause severe damage to the motor., The

'tightening of these nuts is best done by a torque wrench to between

200 and 240 pounds feet (27,6 and 33.1 kgf.m) using a suitable socket
gpanner and extension piece. The use of a hammer and brass or copper

drift is also advisable to tap wedges into position to ensure that they

are seated properly on their tapers, The-loosening of these six motor

wedges will cause an increase in the noise level and, since the machine

normally runs very quietly, any increase in the noise level should be

investigated at once,

The motor should be periodically greased in accordance with the motor

greasing instructions {see page 17).

NOTE : If the machine has been dismantled, on re-assembly of the clamp
ring it is advisable to tap the ring home with a mallet or hide
hammer to ensure that it is seated properly. This will prevent
the spacing frames from turning due to the rotary vibration of

the machine.

Replacement of Parts

(a) Removal and Replacement of Motor

1. Shut off power and lock the starter in the 'OFF' position.

Page 11



2, After all vibration has stopped, disconnect all spout connections to
discharge and feed spouts.

%, On single deck machines, remove bottom clamp rings which secure the
bottom spacing frame to the motor table assembly and remove screen
¢cloth centre tie~down assembly.

4, Carefully remove spacing frames with screen cloth assembly, taking _
care that the centre tie~down stud, which is welded to the discharge
dome, does not damage the screen cloth.

NOTE : On multi deck Vibroscreens it is advisable to dismantle each
spacing frame and screen cloth separately, starting with the top
frame,

5. The table discharge dome can now be removed complete with channel

gasket, taking care not to damage the gasket in the process.,

6. The top of the motor is now visible, located inside the motor housing
cylinder., Disconnect the swivel end of the top bearing grease
extension tube and then remove completely to prevent possible damage
to the "end fittings". |

7. Remove 1" nuts, shake-proof lock washers and motor retaining wedges,
To loosen wedge, tap both sides of the wedge with a hammer until the
wedge "springs" off the taper.

8, Disconnect motor lead connections and loosen two motor lead glands, one
located on base and the other on the motor support assembly cylinder.

g, Insert lifting "eye" into threaded hole at top end of motor shaft and
proceed to withdraw motor taking care not to damage motor lead in the
process,

10, Replace motor in the reverse sequence.

NOTE : A lifting "eye" is supplied with each machine in the tools and
accessories pack.

11, Cable tension — On re-assembling the motor it is impdftant that
sufficient slack is allowed in the electric cable between the base
of the machine and the motor housing to allow the machine to vibrate
without causing unnecessary strain on the cable, This is best done
by pulling the cable taut and then feeding back the cable a distance
of 2" to 3" (50 mm. to 75+'mm.) to form sufficient slack for normal
operation. Too much slack should be avoided because the cable may

- chaffe against the side of the machine and eventually wear through.
Fully tighten both cable clamps before re-starting the machine.

NOTE : (&) If top or bottom motor eccentric weights have been disturbed

make sure they have been carefully secured to the motor

shaft before starting motor,.

Page 12



(v) After the motor has been re-assembled and installed in the motor
support assembly, check locking wedge retaining nuts for tightneass.

As qgntioned previously, it is advisable to use a hammer and a copper
or brass drift to ensure that the motor wedges are fully seated on
their tapers and so reduce the possibility of them becoming slack
during operation, and to tighten with a torque spanner to 200 - 240
pounds feet {27.6 - 33.1 kgf.m.).

(e) Although the positioning of the motor in the wedges is not too important
it is advisable to tighten the nuts on the wedges in sequence to ensure
that the six wedges are evenly located on their tapers (i.e. at the
same level on the tapers), the top of the wedges normally sit flush
with the top surface of the wedge ring atiached to the machine table,
If one wedge is lower than the others, it should he adjusted until all
six are level, this is sufficiently accurate when done by ‘eye’.

Motor Maintenance

(a) Inspection
Motors should be inspected at regular intervals to guard against excessive

(i) dirt, (ii) moisture and (iii) friction, which sccount for the majority
of motor failures. The intervals of inspection may vary according to your
own Company procedures and conditions involving the application of the motor,
However, it is recommended that the motor be inspected at least once a year,
(b) Servicing .
When possible, the motor should be returned to the factory, if not, the
instructions in (e¢) and (d) must be followed.
(¢c) Instructions for Dismantling

1. Te=ke out 4 set screws holding uppef and lower bearing end caps and
remove flingers and end caps, '

2, Take out 4 set screws holding upper end bracket to Stator Frame and .
remove end bracket and shaft assembly as a unit. Care must be taken
that inner race and lower bearing is protected from damage, as this race'
will pull up through the shaft bore of the bracket, free of its rollers,

3. Remove circlip from shaft just above upper bearing.

4, Press Shafit assembly out of upper end bracket.

5. Take out 4 set screws holding lower end bracket to frame and remove
bracket. _

6. The upper bearing may now be removed from its bracket by pressing_or

pulling on the inner race with an Arbor Press or Bearing Puller,

Page 13



Te

8.

The outer race and rollers of the bottom bearing may also be

removed with a Bearing Puller.

‘The upper and lower grease seals should now be removed and

discarded.

All parts shbuld be cleaned and dried, A hot mixture (not over
150°F (66°C)) of equal parts of paraffin and denatured alcohol will
help dissolve caked residue., Carbon Tetrachloride liquid cléaner is
also satisfactory but only if used in a well ventilated room;
other 1liquid cleaners that have & benzine base and contain petroleum
solvents harmless to steel are alsc satisfactory. Any cleaning
liquid should itself be washed from the bearing with a light oil

before applying new grease,

_(d) Inatructions for Assembly

1.
2,
3

4.,

- 5 *

Te
.8.

- 9.
10,

11,

Check end brackets for wear and replace if necessary.
Press new grease gseals into their respective seatings.
Re-pack upper bearing with Shell Alvania .3 grease (filling
cavities + to % full) and press into upper bracket.
?ack bearing ecavity of lower bracket I to %.full with Shell
Alvenia 3 grease — press bearing into lower bracket.
When necessary to replace bearings it is very important that the
proper replacement be secured. Their correct designation is -
Upper S.K.F. — 2231%4/C3 or 22314M/03 {depending on motor

type — see pages 15 and 16).
Lower S.K.F. — NU 311M/C3 _
Reference to the serial number of the motor (see motor nameplate)
and the illustrated diagrams (pages 15 and 16) will give the
correct bearing designation for your particular motor;
Press shaft into upper bearing in bracket, Use care not to
damage grease seal.
Install circlip to position upper bearings on shaft.
Install upper end brackets and shaff assembly into Stator frame.

TInstall lower end bracket on Stator frame,

Pack upper bearing end cap cavity only + to %'full of Shell

Alvania 3 grease and replace upper and lower end caps on brackets,f

" teking care not to damage grease seal in lower end cap.-

Replace flingers on shaft - use new flingers if old ones are

loose on shaft.
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" [rrem PART ITEM PART ‘
T |end-bracket set screws o |upper bearing 22313M[C shown T
—[ 2 |bearing endcap st SCrews 17 [V8 & 5.P greose nipple
| T3 |taper pn o |circhip
%4 |V4.7TNC hex. slotted not 19 |upper bearing endcap
—[ 5 _[lower Hinger 20 [upper Flinfer
| e |lower grease seal 21 | shaft
7 |lower bearing 22 |extension key
~ [ 8 |lower bearing endcap 23 |k aring endcap Seb acrews 1
. 19 R BoP grease nipple 24 |giease relief volve
10 jlower end - brockek 25 |end- brackel zeb screws
— [ W\ |slaber cor and winding | % [neoprene buga
| |12 [retor core and cage DT [ 7 core PN.C cable
" [ 13 |stater frame 28 |cable clamp set screws
~ {14 Jupper grease seal 9 Jcable clamp plate
= | opper end~brackel 30 | grease relef valve.

PLEASE QUOTE MOTCR SERIAL No. WHEN ORDERING SPARES
T SEE MOTOR NAME LATE.
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(e) Lubrication

1. After 10,000 working hours, or two years, whichever comes first,
bearings should be cleaned and re-packed with fresh Shell Alvanie
3 grease,

2. The greasing of bearings between intervals should be as follows ~
Top Bearing - two shots (approx. 1/10 oz. (2.8 g)) of grease from

a hand gun every 350 operating hours.
Lower Bearing -~ one shot (approx. 1/20 0Z. (5.6 g)) of grease from
a hand gun every 350 operating hours.

3, The motor bearings are pre-packed before they leave the factory with
Shell Alvania 3. It is most important that no other grease is used
especially inferior products which mey greatly reduce the life of
the motor bearihgs.

Replacement of Table Support Springs

The removal and replacement of table support springs is quickly and easily

accomplighed on the Sharples Vibroscreen, as no mechanical means are used

to retain the springs other than *the weight of the deck agssembly and the

special cone mounts. .

1, With a light jack located on the top flange of the base, 1lift table and
spacing frame assembly approximately 2" (50 mm, ).

2. Remove the springs by means of a screw-driver or pinch bar to lever the
springs from the cones. If the springs are partly seized due to dirt or
paint, etc., a sharp blow from a hammer and blunt drift directed on the
spring in an upward direction as near to the bottom cone as possible may
be required. When the spring is free, repeat the procedure'at the top cone.

%. To replace the new spring - locate the spring on the bottom cone‘first.

4. Position the top of the spring in line with the top cone.and lower the
jack carefully until the weight of the table and deck assembly is
taken by the spring.

5, Ensure that the springs are "seated" properly, 1.e., that the last'coil'
of the springé are resting on the supporting flanges. Tap gently into

position with a hammer and drift, if required,
Do not damsce spring by excessive hammering.

To Remove the Screen Assembly
1. Remove centre tie-down lock nuts, springs, dished washers, rlate and

neoprene washer.
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4.

To

Remove clamp ring and 1lift spacing frame clear, If the screen
cloth tension ring is adhereing fo the spacing frame by means of
the channel gasket, tap tension ring downward until it falls free.
CAUTION : TAKE CARE THAT THE SCREEN CLOTH‘IS NOT DAMAGED BY

COMING INTO CONTACT WITH THE CENTRE TIE-DOWK STUD,
Remove channel] gasket and stand screen cloth in safe place, (see
page 23 for suggested storage rack for Screens),
To replace screen cloth in tension ring see Section "Screen Cloth

Remounting Procedure",

Replace Screen Assembly

l.

3.

4.

Fit channel gasket to outside rim of tension ring, position ring on
spacing frame and over centre tie~down stud, making sure the screw
heads in the tension ring are uppermost (unless specifically required
otherwise),

Position spacing frame over ring so that the lip of the frame is in
contact with the channel gasket all the way around. Replace clamp
ring and clamp securely.

Replace neoprene washer, plate, spring, dished washers and lock nuts
to centre tie-down stud, screw lower nut down to compress spring until
correct tension is applied to the screen cloth., For stainless steel
and mild steel screens, the correct tension can be checked by placing
two fingers of one hand on centre plate with one finger each side of
the centre spring and exerting normal pressure to it; even with this
extra pressure, the tie-down spring should just be in contact with
the centre plate and bottom lock nut.

When the correct tension has been applied to the cloth, screw the top
lock nut down until it is in contact with the lower nut, Lock the

two nuts together using two wrenches,
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SHARPLES VIBROSCREEN REMOUNTABLE TENSION RINGS
(SCREWED VERSION)

INSTRUCTIONS FOR REMOUNTING SCREEN CLOTH

Iension Rings

The Sharples Vibroscreen Remountable Tension Ring Assembly is actually
comprised of 2 rings, The top ring has the heaviest section and provides a
a rigid frame into which the lower ring is drawn during remounting operations.
The lower ring provides the means of clamping the screen cloth after tension
has been applied,

'Sharples Vibroscreen Tension Rings are manufactured in three diameters, i.e., .
48", 24" and 18", They can be supplied in carbon or stainless steel and
will accommodate screen cloihs ranging in wire diameter from 0.048" (1.22 mm. )
(18 S.¥.G.) to 0.0012" (0,03 mm.) (49 S.W.G.).

Replacement Screen Cloth

Screen cloths are available in nylon, tinned steel, stainless steel and other
special materials on request. They are supplied preformed and drilled and |
 with the centre plates rivetied in place, Pre-forming enéures accurate
location and ease of assembly of component parts during the remounting
operation. Neoprene gaskets are supplied as standard but other naterials

can be provided, if desired for special applications.

If a screen assembly is to be fitted with a piece of mesh (minlmum 48" square)
which has not been pre-formed by Pennwalt, the 48 holes should first be
punched in the mesh using the screen frame as a template, The centre plates
can be fitted after the mesh has been mounted. '

Principle

The Screen Cloth is assembled between the 2 rings with the raised section
fitting into the recess of the top ring. The Screen is protected on both
sides by 2 neoprene gaskets, A number of 10! clamps are used to secure the
spare screen cloth which protrudes on the outside of the ring assembly to
the outer land of the top ring. This prevents any inward movement of the
screen cloth while tension is being applied,

The lower ring is drawn up into the top ring by a number of ¥" diameter

(% - 20 UNC) screws which pass through the top and into the lower ring; as
these screws are tightened, the slackness of the screen is gradually taken '
up and drawn taut. When the screws are tightened to the limit of travel

the screen will be held tightly between the horizontal faces of the top and
lower tension rings, permitting removal of the 'G! clamps without loosing

any of the tension.
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Remounting Procedure
(2) The top ring is reversed on a table so that the head of the screws

(b)

(e)

(a)

(e)

are on the bottom. The screws are then inserted. This can best
be accomplished by fitting the neoprene periphery gasket on the - .

inside of the recess and over each screw as it is located, The

. screen cloth and the remaining gaéket are then fitted over the screws,

Pogition the lower ring so that the screws are in line with its tapped
holes, Note that one of the o/d., corners of this ring is radiused.

The ring should be assembled so that this corner will be in contact

with the screen., While still working from a reverse position, enter

4 of the screws (at 90 apart) into the lower ring in order to secure the
components,

Reverse the assembly on the table and enter the remaining screws into
the lower ring. Proceed to pull the lower ring up evenly, by means of
the screws, until the limit of the travel provided by the'pfefformed
screen cloth has bheen reached. At this stege, the screen should be
quite flat but with no real tension and approximately 1/16" (1.6 mm,)
additional travel remaining between the top face of the top-gasket-and
the underside of the top ring recess (see sketch)._ It is of the utmost
importance that the specified clearance is available around the entire
ring before the 'G' clamps are fitted if the necessary tension is to be
applied to the cloth.

Position assembly on mounting board (see sketch for construction details)

‘with the outer flange of the screen cloth between the board and the

lower horizontal face of the top tension ring., Clamp the screen cloth
to the board with 'G' clamps equally spaced at approximately 9" (229 mm,)
goart around the ring. Raise the lower ring by tightening diagonally

opposite screws until the gaskets are fully compressed. Check each screw

‘several times to ensure that the maximum pressure has been appliéd. If

the screen is not securely clamped between the 2 rings, the tensioh

applied to the cloth will be lost when the external 'G! clamps;are remqved.
Remove the 'G' clamps and tension ring assembl& from the mounting board,
cheék the screen for tension and re-check the screws for tightness. If

it is desired, the surplus screen cloth and screws can be trimmed,

However, it should be noted that, once this has been done, there is no

way of remountlng the cloth should it be removed from the tension ring,

If the screen is left in the untrimmed state the excess cloth should be bent
inwards towards the centre so that the -channel gasket can be fitted when -

assembling the tension ring to the machine,
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