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ASSEMBLY AND | NSTALLATI ON | NSTRUCTI ONS
Your unit consists of 4 separate assenblies:

The ADAPTOR frame assenbly; 10" square, painted bl ack.
The SLIDE assenbly; stainless steel

The HOPPER assenbly; with feed auger

The CONTROLLER / Drive unit.

PR

1. Alocking latch is |ocated on each side of the SLIDE assenbly.
Lift these latches up and rotate themforward until they fal
freely. Grasp the heavy steel cross bar in one hand and w th your
ot her hand slide the notor nount frame straight back until it stops
(5 inches). Lift the HOPPER assenbly up and out and put aside.

2. Bolt the CONTROLLER to the notor mount portion of the SLIDE
assenbly, utilizing the bolts and nuts that are already positioned
in the face of the CONTROLLER Refer to the diagramon the next
page for assistance. The Stainless nmounting surface goes agai nst
the controller with the square plastic block installed |ast, over
the two | onger top bolts.

3. The ADAPTOR frane nounts under your natural material hopper.
In selecting the proper ORI ENTATION for nounting, consider the

foll ow ng:

* (Clearance for the renpvabl e hopper

* Clearance for the controller in its pulled-back position.

* Easy viewi ng and access to the controller front panel.

* Access to the REAR calibration port near the controller.

* Access to the FRONT calibration port near the adaptor frane.
*

Ease of renoval of the hopper

Before drilling the bolt pattern, renenber that the FEEDER will
hang fromthe side with the square hole in the baffle plate.

4. Renove the existing natural material hopper from your process
machi ne. Locate and drill the proper bolt pattern on both top and
bottom pl ates of the 10" square ADAPTOR frane. This frane will be
bolted directly to the feed throat of your process machi ne and the
natural nmaterial hopper will be bolted on top.

NOTE: The TOP of the ADAPTOR frame has the 3" ROUND hol e.
The BOTTOM pl ate has the SQUARE hole in it.

5. Once the unit is bolted into place and your hopper is replaced on
top of the adaptor frame, you may now hang the SLIDE assenbly from
the proper side (there is only ONE proper side; the side with the
HOLE into the flow chanber). The SLIDE assenbly nust be OPEN to
facilitate hanging it on the ADAPTOR assenbly. Tilt unit up and
slip one end of the cross bar behind a corner post. Slip other end
of cross bar behind other post, center the bar, then lower to a
resting horizontal position

6. Install the HOPPER assenbly and slide the CONTROLLER forward unti

the side | atches engage and | ock. Be sure the drive coupling
properly engages the auger
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START- UP | NSTRUCTI ONS

Pl ug the "CONTI NUOUS PONER' cord into a standard 110 volt
conti nuous power source.

Plug the "SIGNAL" cord into outlet that is energized only when the
screw is turning. Signal voltages from24 to 240 can be handl ed.

Set the CYCLE/ OFF/ CONTI NUOUS switch to "CYCLE"

Fol | ow i nstructions on the FORMJLA page to deternmi ne the METERI NG
RATE for your regrind. Then, using the fornula provided, set the
counter to the proper setting for the particular part you are
nol di ng.

Sel ect the PERCENT REGRIND t hat you desire by setting the snal
rotary knob to the proper "% setting (5-80%.

Set the small Select Switch UP for automatic operation.

I f your REGRIND Auger Feeder is being used in conjunction with a
MAGUI RE COLOR Feeder, plug the Col or Feeder cords (both black and
gray) into the outlets provided on the back of the REGRI ND FEEDER
CONTROLLER. This will allow for proper comunication between units
for proper color cut-back

You may wi sh to verify output by making use of the calibration port
to weigh the output fromseveral cycles. Once you are certain of
the proper counter setting for a particular part, it should be
recorded for future reference. Your REGRI ND Auger Controller wll
now cycle on and off each tine the process machi ne screw is cycl ed.
Auger speed will adjust autonatically.
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PRI NCI PLE OF REGRI ND CONTROLLER OPERATI ON

The MAGUI RE Digital Controller provides the preci se speed regul ation
and nmetering control necessary to assure absol ute accuracy over regrind
usage. The Controller signal cord is plugged into an outlet that is
energi zed only when the process machi ne screw runs. During each screw
return cycle, the notor runs and regrind is netered into the throat of
the process machi ne.

Since netering rate is directly related to notor output shaft
rotation, accuracy is obtained by controlling the exact degree of
rotation of the drive notor. The unique Maguire Products Digita
Controller is designed to do this with precision. Qur standard node
di vides each full motor rotation into 159 increnents; each increnent
representing a snall fraction of a gramof regrind being carefully
neasured out.

The digital counter |located on the face of the controller provides
the neans for predeterm ning the exact degree of rotation and,
therefore, the precise anpbunt of regrind that will be added during each
cycle. Wen the pre-set count is reached, the motor will automatically
shut off, ensuring that no excess regrind is netered. To determ ne the
proper setting for the counter, a sinple fornula is used based on tota
shot weight in grans (or pounds per hour for extrusion applications)
and nmetering rate of the regrind.

Mot or speed is automatically controlled by the interna
m croprocessor to allow regrind netering to occur uniformy over the
entire screw return cycle. The operator need not concern hinself with
not or speed adjustnment. Changing cycle times or fluctuations in plant
voltage are automatically detected and conpensated for and, therefore,
wi Il have no effect on netering accuracy.

The controller contains a 1/8 HP D.C. Permanent Magnet notor with
vari abl e speed control of from approximately 50 to 3000 RPMs. In the
standard configuration, the notor is close coupled to a heavy duty
gearbox with a reduction ratio of 34:1. Final output speed of the notor
is, therefore, approximately 1 to 88 RPMs. As the notor turns, a "hal
ef fect" pickup device on the notor sends 3 pul ses per revolution to the
m croprocessor controlling it. The gearbox ratio of 34:1 means that 102
pul ses (3x34) are received for every single revolution of the notor
out put shaft.

The purpose of the thunbwheel switch is to pre-set the exact nunber
of pulses that the notor is going to run before stopping. The
m croprocessor in the controller automatically nultiplies the counter
setting by a factor of 10. A setting of 10 on the counter will allow
the controller to receive 100 pul ses or run approximately 1 revolution
bef ore stopping. Regardl ess of how fast or how slow the notor runs,
regrind netering will stop after 1 turn

In addition to this precise control of regrind quantity being
netered, the m croprocessor also controls notor speed using the sane
pul ses for digital tachoneter feedback. This ensures that notor speed
is precisely regul ated regardl ess of changing torque requirenents or
variations in plant voltage.
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ADDI TI ONAL | NFORVATI ON - REGRI ND CONTROLLERS

Al'l REGRIND controllers are equi pped with a "PERCENT SELECTI ON'
knob, Regrind LEVEL sensor, and two electrical outlets nmounted into the
back of the controller housing.

The PERCENT SELECTI ON knob al |l ows an operator to rapidly select or
change the PERCENT of regrind that he wishes to add. Since the COUNTER
setting represents a quantity of regrind equal to the FULL WVEI GHT of
the nol ded part, the PERCENT knob will automatically reduce this nunber
to the percentage of regrind that is actually requested. The L.E. D
DI SPLAY wi || show the reduced nunber and the countdown will begin from
t here.

EXAMPLE: A 300 grampart is being nolded and the proper setting for
the REGRIND FEEDER is cal cul ated to be 380. This nunber is set on the
COUNTER. The PERCENT knob is set to 25%so that the material mx wll
contain 25%regrind. Wth each nachine cycle, the controller will begin
its countdown from 95 (25% of 380) and will proceed to zero. The

DI SPLAY wi || show the countdown as the feeder runs. To change to 10%
regrind, sinply change the PERCENT knob to 10. The controller wll now
begin counting from38. Mdtor speed will automatically adjust to the
proper slower rate to coincide with screwreturn tine.

The LEVEL sensor is to be installed into the side of the REGRI ND
hopper to sense when regrind is present and when it runs out. Wen
REGRI ND RUNS QUT the feeder will NOT run starting with the next cycle.
When the sensor is again covered, the feeder will resunme operation
begi nning with the next cycle.

The two ELECTRI CAL QUTLETS on the back of the REGRIND controller
are provided for supplying power to a MAGU RE PRODUCTS COLOR FEEDER or
COLOR PUWP controller. The top outlet (black) is continuous 110 volt
power. The BOTTOM outl et (gray) is the 110 volt signal power that is
energi zed only when the screwis turning. However, this SIGNAL cord
also carries a special code to the COLOR controller telling it when
REGRI ND i s being nmetered and at what percentage. Wen this code is
received, the anmount of color being added is automatically reduced by
the proper percent so as not to add color to the regrind portion of the
m X.
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PRI NCI PLE OF REGRI ND FEEDER OPERATI ON

The MAGUI RE CONCENTRATE AUGER FEEDER is a rugged industrial auger
feeder designed to neter precise quantities of color concentrate very
accurately into the main flow of virgin material directly above the
throat of your process machine. Two 10" square steel plates, separated
by 4 steel corner posts, forma sturdy, low profile, adaptor assenbly.
This assenbly nust be drilled with the proper bolt pattern and then
nounted to the throat of your process machine where the main materia
hopper is currently nounted. The material hopper is relocated on top
of the adaptor assenbly so that virgin plastic will pass down through
the opening in the adaptor.

Fitted to the side of the adaptor frame is a w de stainless stee
channel which serves as the main support for both the hopper auger
assenbly, and the notor drive controller. The concentrate hopper,
constructed of stainless steel and wei ghing only 12 pounds, is
designed to rest in the channel with no securing bolts necessary. It
is easily renopved by sliding backward several inches and lifting
straight up. This ease of renoval elinm nates the need for a cl ean-out
door or chute. Changing colors is done by carrying the hopper back to
the material supply container and dunping the unused naterial back
into the container.

The auger and auger tube is also fitted directly under the hopper
and is renmoved with it during color changes. This feature neans that
all parts that m ght hold some color contam nation are easily carried
to a separate area for thorough cleaning. The auger tube is
fabricated from 2.5 inch Celcon and contains the 1" diameter stee
auger whi ch conveys the concentrate forward into the flow of virgin
material. CQutput can be checked directly fromthe front of the auger
tube when the controller and hopper assenbly are slid all the way back
to the rear stop.

Virgin material flows through the flow chanber contained in the
10" square adaptor frame. This chanber is constructed of two 1/2-inch
thick clear acrylic plastic windows and two stainless steel baffles.
These baffles control and direct the flow of natural naterial. The
mat eri al being added by the feeder is dropped into the flow from an
air space and is evenly distributed over the steady and predictable
flow of natural material. This assures uniformdistribution of
material into the natural material. The acrylic w ndows provide a
cl ear view of the conbined flow.

The hopper holds up to 25 pounds of regrind and contains four
cl ear sight glasses, two on each side, providing the operator with a
view of the material |evel. A hopper extension is available that can
doubl e this capacity.
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DESCRI PTI ON OF CONTROLS

1. CYCLE- OFF- CONTI NUQUS SW TCH

CYCLE: The controller will neter a given quantity of regrind and
will shut off for the remainder of the cycle. Quantity netered is
controlled by the setting of the thunbwheel switch. In this node,
notor speed is automatically adjusted by the internal mcroprocessor
based on the tine length of the previous cycle and the setting of the
counter. A speed is selected that will allow the feeder to stop
approximately 1/2 second before the cycle ends.

OFF: Prevents the controller fromrunning and renoves power to
the conputer controls.

CONTI NUOQUS: The controller will run continuously as |Iong as 110
volt power is present at the controller power cord. Speed is
controlled by and directly follows the setting of the thunbwhee
switch. Energizing the "cycle" cord has no effect - with one
exception; if the RANGE switch is in the LONresol ution position
(turned to the right) the notor will ONLY run when the SIGNAL cord is
energi zed.

2. MOTOR FORWARDY REVERSE SW TCH

This switch should be in the FORWARD position for all norma
operation. Holding the switch down in the REVERSE position will cause
the controller notor to run backwards. This should only be done to
purge the auger tube when the dunp chute is |owered for cleanup.

3. THUVBWHEEL SW TCHES

In the CYCLE node, the thunbwheel switch setting controls the
amount of regrind netered per cycle. In the CONTINUOUS node, the
setting determines the RPMs of the mobtor output shaft.

4. MCODE SW TCH

The Mbde Switch all ows several SPECI AL functions. Located in the
upper right corner of the control panel, it can be turned with the aid
of a small screwdriver.

NORMAL (m d position)

Al'l functions work as described el sewhere. Approximately 1/10 turn of
the notor can be expected for every count on the counter or 98 turns
of the notor for the maxi mumsetting of 999. (This relationship may
vary wi th non-standard nodel s).

FRACTI ONAL (Il eft position)

CYCLE MODE

If very snmall metered anmounts are required and cal cul ated settings are
10 or less, these settings may not give you the fine resolution of
control that you desire. Turning the Mode Switch to the FRACTI ONAL
position will shift the display left one digit with a decimal point
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appearing between the mddle and last digit. Display format will be
(##.#) so that fractional nunbers can be set on the counter. A nmaxi num
of about 10 turns will result fromthe maxi num setting of 99.9. Thus,
to acconplish the sane output as before, you would use a setting such
as 030 instead of 003, resulting in a display of "03.0" instead of
"003".

CONTI NUQUS MODE: no effect
CALI BRATI ON (right position)
CYCLE MODE:

The term"calibration" in not correct for this position. On regrind
style controllers this positionis for LOVRESOLUTION. This is the
opposite of the FRACTI ONAL position described above which we sonetines
call H GH resol ution.

If very large parts are being nol ded and cal cul ated settings are over
999, these settings are not possible with the three digit thunbwhee
switches. Turning the Mode Switch to the CAL position will shift the
display and will drop the least significant digit. A maxi mum of about
980 turns will result fromthe maxi num setting of 999. Thus, to enter
a calculated setting of 1220, you would sinply enter "122" and set the
node switch to the right in the CAL position

CONTI NUOQUS MODE

The nmotor will ONLY run when the SIGNAL cord is energized. In the
ot her positions, NORVMAL and FRACTI ONAL, CONTI NUOUS node will run the
not or W THOUT the SIGNAL cord being energi zed.

5. DI SPLAY W NDOW

In the CYCLE npode, the window will display a nunerical countdown
beginning with the three digit counter setting and proceeding to zero.
I n the CONTI NUOUS node, the window wi |l display motor RPMs. Fl ashing
of this display at half second intervals indicates that the motor is
not running at the speed necessary to deliver all the regrind in the
time allotted (See TROUBLESHOOTI NG section for nore information). The
presence of a decimal point in the display neans the node switch is
turned to the FRACTI ONAL position

6. SI GNAL LI GHT

The Signal Light indicates power is present at the signal cord;
in other words, the process nachine screw is turning.

7. MOTOR LI GHT
The Motor Light indicates the conputer processor is outputting a

D.C. voltage to the controller notor; in other words, the notor is
t ur ni ng.
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ADDI TI ONAL REGRI ND CONTROLS

8. PERCENT (9% SELECTI ON KNOB

The PERCENT knob nust be set to the "% of regrind that you
desire. Since the counter setting represents the full requirenents of
the process nmachine (as if you were going to use 100 percent regrind),
the "% knob will reduce this setting to whatever percent you sel ect.

For EXAMPLE: if your counter is set to 400, and the "% knob is
set to 25% then the count will begin at 100 (25% of 400) and wil |
count down fromthere.

9. SENSOR

The SENSOR is to be installed into the sensor MOUNTI NG socket
| ocated on the side of the hopper. This will signal the controller to
operate ONLY when material is present.

10. DUPLEX RECEPTACLE (rear of controller)

The top (bl ack) outlet provides a continuous source of power for
the operation of a MAGU RE Col or Feeder

The bottom (gray) outlet provides an intermttent 110 volt signa
that is energized only during "screw return" tinme. Wen a MAGU RE
color controller signal cord is plugged into this outlet, it is also
able to receive coded nessages over this sane line telling it when the
REGRI ND feeder is operating and at what PERCENTAGE. The col or unit
will reduce its output proportionately to prevent overcoloring due to
the presence of the already col ored regrind.
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FORMULAS FOR SETTI NG THE COUNTER
REGRI ND FEEDERS

| NJECTI ON MOLDI NG (Cycl e Mbde):

1. Deternmine the WEIGHT of the entire shot | N GRAMS.
2. Determ ne the METERI NG RATE in "grans/100count" of your regrind.
3. Set the digital counter using the follow ng forml a:

(shot wt) / (grams/100count) x 100 = Setting

Exanpl e: Shot Wi ght = 100 grans
Metering Rate = 80 grans/ 100count

100 / 80 x 100 = 125 -- Set Counter on 125

EXTRUSI ON ( Conti nuous Mode):

1. Determne the extruder output in pounds per hour
2. Determ ne the METERI NG RATE in "grans/100count" of your regrind.
3. Set the digital counter using the follow ng formul a:

(I'bs/hr) [/ (grams/100count) x 71 = Setting

Exanpl e: Extruder output = 120 pounds per hour
Metering Rate = 80 grans/ 100count

120 / 80 x 71 106.5 -- Set Counter on 106

DETERM NI NG METERI NG RATE

Set the counter to 200
Set the PERCENT REGRI ND knob to 50%

This will cause the controller to run 100 counts.

Al'l ow the Auger Feeder to cycle normally as woul d occur during
production and record the weight in grams of regrind nmetered during
every cycle for several successive cycles.

NOTE: For each cycle the display will start at 100 and count down.

This is the METERI NG RATE in grams per 100 counts
(grans/ 100count) .
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TROUBLESHOOTI NG CONTRCOLLER PROBLEMS
I F YOUR MAGUI RE PRODUCTS CONTROLLER DOES NOT WORK PROPERLY:

1. READ bel ow about NORMAL OPERATI ON and conpare to your problem
2. The QUESTIONS that follow may assist you in solving your problem
3. If you are unable to renedy the probl em
a. ANSWER in witing as many of the QUESTIONS that apply.
b. DESCRI BE the PROBLEM in your own words as carefully as you can
c. RETURN this information with the unit for repair

ettt NORVAL OPERATI ON et

Wth MAIN PONER cord plugged in, NO power to the SIGNAL cord, Swi tch
on CYCLE:

The di splay should read zero ( 0)
The notor light and signal |ights are OFF
The notor is NOT running.

I N CYCLE

Nothing will run until the SIGNAL cord gets power.

The first tinme the signal cord gets power, the unit will start
running at about 10 rpns and will count down from whatever nunber is
set on the counter.

When the count reaches zero ( 0), the motor will stop.

On all successive cycles, the notor will run at whatever speed is
required to finish counting in the time period of the PREVIQUS cycl e.

If a cycle is SHORTER then the PREVIOQUS cycle, the motor will stop
before it has counted down to zero ( 0). The | owest nunmber reached
during the countdown w Il be displayed.

AT NO TIME will the display be COVPLETELY BLANK.

If you try to sinmulate nmachine cycles by turning the CYCLE switch
on and off, the controller will consider every cycle as a FIRST cycle
and will always run at 10 rpns.

To sinmul ate machi ne cycles, plug the signal cord in and out of a
wal | outlet. Shortening of the "on tine' will result in the notor
running faster. Lengthening of the '"on time' will result in a slow
down of the notor speed.

BLI NKI NG of the display is a WARNI NG that the actual notor speed is
not up to "target" speed.

If the notor FORWARD - REVERSE switch is switched to OFF, the notor
will stop and the display will hold at whatever nunmber it reached in
its countdown.

Swi t ching OFF and then FORWARD agai n during a countdown will cause
a nonmentary increase in notor speed as the unit tries to 'catch up'.

CYCLE TI ME

The nmotor will start to run about 1/3 (.3) second after a signal is
recei ved.

If the Signal is less than about 2/3 (.6) seconds |ong, then the
notor will stop and the processor will not consider this as a valid
cycle. No recal culation of notor speed will occur

If the signal is over 2/3 (.6) seconds long, then the nmotor will
run for at |east 2 seconds even if the signal goes away. This allows
time for speed adjustnents to occur

On longer cycles, the counter should count down to zero and the
not or should stop within the 1/2 second before the end of the signal.
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If you are sinulating cycles by plugging and unplugi ng the signa
cord, it will be difficult to produce uniform notor speed and count
down rates unless you carefully use a watch to produce uniformcycle
tines.

I f power to the signal cord ends before countdown is conplete, the
not or stops i medi ately and the nunber of counts renmaining is held on
t he di spl ay.

I N CONTI NUCUS

The signal cord has no effect.

The notor runs at a speed equal to the counter setting.

If the setting is above the nmaxi num speed possible, then the notor
just runs at full speed and the display BLINKS.

Full speed will display about '65 for 2 nmagnet nodels (nbst 3 and
6 roller punps) and about '90' for all other nodels (Extrusion
foll owi ng nodel s di splay about 180 at full speed).

BLI NKI NG of the display is NOT NORVAL except during speed changes.

If the FORWARD - REVERSE switch is turned OFF, a display of one (
1) will result and the notor will not run

ALL UNITS:

If at any tine should the processor becone confused and fail to run
the notor properly or display the proper nunbers, the unit wll
"restart' itself after a delay of about 4 seconds.

BLI NKI NG of the display neans that actual notor speed is not up to
"target" speed. This occurs nornally when the notor is "ranping up" to
speed or when you set too high a nunber on the counter resulting in a
demand for a speed that the notor cannot achieve.

—=—===—=—==—===—=—=—=—=—===  ANSVER QJEST| ONS as they app| y S=================

YOUR COMPANY NAME: DATE

NAMVE of PERSON who saw or knows the problem

CONTROLLER SERI AL NUMBER
Tinme in service: (new, 1 hour, 1 week, years, etc.)

—===—=—=—=—===—=—=—=—=—=—=—===== | F PROBLEM | S WTH QUTPUT ============—==========

SPECI FI CATI ONS as they apply:

I njection nolding, Shot weight:
Ext rusi on, | bs/hour:

Li quid col or |bs/gal
Desired output (%:
Tube size (or color):
Viscosity of liquid color (thin, thick, etc.):
Supply and delivery tube sizes and | engths,
i f not standard:

—====—=—=—===—=—==—=—=== | F PROBLEM | S ELECTRONI C FAl LURE ===================

Cl RCUMSTANCES of failure:
During storm
On Monday norning start up:
Sane tine as another malfunction in plant such as
a fuse bl owing on a nearby piece of equipnent:
Possibility of incorrect voltage (220):
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Possibility of |ow voltage condition (bel ow 100):
On power - up:

OR after running for how many hours:

I's problemintermttent:

How of t en:

TESTI NG resul ts:
Do other controllers fail under sane circunstances:
Does controller work when tested in another |ocation:
Does probl em cone and go:
After how nuch tine:

[f running in CYCLE
What is the COUNTER SETTI NG

SCREW RETURN (signal) TIME in seconds:
Are screw return tinmes consistent fromcycle to cycle:
If not, list some consecutive screw return tines:

Is the problemonly at certain settings:
Does display start at the full counter setting
at the start of each cycle (it should):
Does the display BLINK during count down:
Does it reach zero ( 0) before end of cycle:
How | ong before:
Does di splay ever go conpletely blank (it shouldn't):
(it should al ways show a nunber or a zero except when blinking)
Is the SIGNAL light it during screw return time:
Is the MOTOR light lit during this period of tine:
Is it counting down snobothly at a steady speed:
[f running too slow. what is actual notor output RPMs:
What count is displayed when it stops:
[f running too fast:
How many seconds does it take to count down to zero:

[ f running in CONTI NUOUS
What is the COUNTER SETTI NG
EXTRUSI ON RATE
Does the display show the full counter setting:
Does the display BLINK while running:
Does the display drift:
Over what range:
Is the SIGNAL light lit:
Is the MOTOR light lit:
I's notor speed erratic:

—===—=—===—===—=—===—======== DESCRI BE t he PROBLEM =======================

Most probl ens are apparent and easy to fix. However, the nore

i nformati on we have about what caused the problem the nore we can do
to inprove our product so that these problens do not occur in the
future.

In sone cases we nay NOT be able to duplicate YOUR particul ar probl em
in OUR testing facility. Describing the problemas CAREFULLY and as
conpl etely as possible will help us |ocate and correct any design
weakness that m ght be responsible for the problens you are having.
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(a)

(b)
(c)

I N HOUSE REPAI RS

If a controller fails to respond properly to counter settings,
cycle input signal, or on/off signals properly, you may make an
i nspection of the internal electronics.

Wrk only in a relatively clean environment. Inspect all cable
connections to be sure each is tight and that proper connection is
bei ng made by each individual wire and clip w thin each connector;
i ndividual wire clips can sonetines pull |oose fromthe connector.
I nspect all sol der connections for broken wires or inproper solder
connecti ons.

I nspect the magnet holding cup on the rear of the motor. If this
assenbly should | oosen, this will adversely affect notor control.
Take care not to disturb or danage the electronic hall effect
device that is attached to the rear of the notor. Repairs to
printed circuit boards should not be attenpted. Generally, if a
conponent fails it indicates a condition that nmay have caused

ot her conmponents to fail as well. Boards should be returned to the
factory for repair. A blown fuse on a circuit board usually

i ndi cates that other problens are present. A new fuse of simlar
size and rating may be substituted but if it blows again, the
board shoul d be returned to our factory for service. DO NOT EXCEED
5 AWPS on the board.

Fl ashi ng of the nunber display indicates that the nmotor is unable
to run at the proper cal cul ated speed. One reason for this may be
that the counter setting is too high and the cycle tine too short
for the notor to conplete the nmetering even at full rated speed.
The other cause for the flashing display is that an obstruction is
sl owi ng the output shaft and the automatic torque limting feature
is slowng the notor intentionally.

NO DI SPLAY NUMBER at any tine is usually a failed power supply.
Be sure there is power to the unit. Check the fuse. There is a
fuse on the circuit board; however, this fuse usually will not

bl ow unl ess sone ot her conmponent on the board has failed. Replace
only with a fuse of the sane anp rating.

DI SPLAY of ONE ( 1) in the CONTINUOUS MODE indicates that the
processor is attenpting to run the notor but is not picking up any
RPM f eedback fromthe armature. Check (a),(b),(c) and (d) belowif
the notor does not run. Check (e) if it does run .

Conponents nay be blown out on the circuit board. A reading of
zero (0) VOLTS at the notor FORWARD - REVERSE swi tch woul d
i ndi cate this.

The FORWARD - REVERSE swi tch may be turned off or may be faulty.

Brushes on the notor may not be naking proper contact with the
armature. Sometinmes brushes stick in their holders. A DC voltage
at the notor |eads wi thout corresponding notor rotation would
indicate this may be the problem Renoval of the brushes and |ight
sandi ng of the brush sides will fix this.
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(d)

(e)

The armature may be burned out. This will occur only with

conti nuous overl oadi ng and subsequent overheating. Circuit boards
are designed to prevent this through a torque limting feature.
Armatures that burn up leave a distinct odor in the control box.

If the notor is running but the display is still one ( 1), check
the magnet hol ding disk on the notor armature shaft. It should be
secure and there should be about 1/16 inch space between the
magnet hol der and the electronic "hall effect” device on the back
of the notor housing. Also check this electronic device for proper
location. It nust be positioned under the nagnet cup and have no
broken wire | eads.

TRCOUBLESHOOTI NG - SERVI CE

Check that the auger is rotating the proper nunber of revol utions
per cycl e:

For Model 8-34: 16 counts equals 1 turn of the auger.
For Model 8-51: 10 counts equals 1 turn of the auger.

Renmenber that the Range Switch can alter this relationship so that
10 counts will equal 1/10 as many auger turns.

An incorrect relationship between counts and revol utions indicates
an internal electronic problem

Check that the steel drive coupling is securely |ocked to the
notor shaft. The set screw should be checked for tightness.
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Model # | Auger size
VRF- ! ! ' M n. ' Max. i (one cycl e)

REGRI ND AUGER FEEDER - NMAXI MUM OQUTPUT SPECI FI CATI ONS

Max RPMs | Conti nuous) Qutput-Ibs/hr | Mn D spense

-------- S S S
8-34 | 1" ! 55 ! 1.8 | 58 ! .05 CC
8-50 | 1" ! 90 ! 2.7 | 95 ! .07
8-109 | 1" ' 130 | 4.0 ! 138 ! 1 CC

16-50 ! 2" ' 100 | 5.3 | 533 ! 4 CC

16-94 ! 2" ! 188 ! 10.0 ! 1000 ! .8 CC

16-160 ! 2" I 320 | 17.0 ! 1700 I 1.3 CC

To sel ect proper auger size and notor size:

1.

Det er m ne maxi mum extrusion rate in pounds per hour. For injection
nol ding, extrusion rate is approxi mately equal to tons of clanping
pressure; i.e., a 500-ton press extrudes material at about 500

| bs/hour. Very large presses (over 1000 ton) generally don't
exceed 1000 | bs/hour extrusion rate.

A nore accurate estinmate nay be nade using shot wei ght and screw
return time for any nol ded part:

(shot wt in grans) / (screwreturn time in seconds) x 8 = (Ibs/hr)

2. Determ ne maxi num expected regrind percent usage and multiply this
times extrusion rate for maxi mum expected | bs/hour of regrind
required.

3. Select the standard unit (Mdel 16-50) if this unit nmeets your
requi rements, otherw se select the auger with the LOAEST netering
rate that neets your MAXI MUM requirenents.

Exanpl es:

50 I bs/hr x 20% = 10 | bs/hr max. regrind -- Select nodel 8-34
100 I bs/hr x 80%= 80 |bs/hr max. regrind -- Select nodel 8-50

1200 I bs/hr x 60% = 720 | bs/hr max. regrind -- Select nodel 16-94

Model MRF-8-50 is STANDARD for 1" auger regrind feeders.
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WARRANTY

MAGUI RE PRODUCTS of fers one of the MOST COVPREHENSI VE WARRANTI ES in
the plastics equi pment industry. W warrant each Regrind Feeder

manuf actured by us to be free fromdefects in material and wor kmanship
under normal use and service; our obligation under this warranty being
limted to maki ng good AT OUR FACTORY any Regrind Feeder which shal
within FIVE (5) YEARS after delivery of such Regrind Feeder to the
original purchaser be returned intact to us, transportation charges
PREPAI D, and whi ch our exam nation shall disclose to our satisfaction
to have been thus defective; this warranty being expressly in |lieu of
all other warranties expressed or inplied and of all other obligations
or liabilities on our part, and MAGU RE PRODUCTS neither assumes nor
aut hori zes any other persons to assunme for it any other liability in
connection with the sale of its products.

This warranty shall not apply to any Regrind Feeder which shall have
been repaired or altered outsi de MAGU RE PRODUCTS factory, unless such
repair or alteration was, in our judgnment, not responsible for the
failure; nor which has been subject to m suse, negligence or accident,
incorrect wiring by others, or installation or use not in accord with
i nstructions furni shed by Maguire Products.

Qur liability under this warranty will extend only to Regrind Feeders
that are returned to our factory in Media, Pennsylvani a PREPAI D.

It should be noted, however, that we strive to satisfy our custoners
in what ever manner is deenmed npst expedient to overcone any probl ens
they may have in connection with our equipnent.

5-26-00sm
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