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ASSEMBLY AND | NSTALLATI ON | NSTRUCTI ONS

Your unit consists of 4 separate assenblies:

1. The ADAPTOR franme assenbly (10" square).

2. The SLIDE assenbly.

3. The HOPPER assenbly.

4. The CONTROLLER / Drive unit.

1. Alocking latch is located on each side of the SLIDE assenbly.
Lift these latches up and rotate them forward until they fal
freely. Grasp the heavy steel cross bar in one hand and wth 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 nount portion of the SLIDE
assenbly, utilizing the bolts and nuts that are already positioned
inthe face of the CONTROLLER Refer to the picture in the
I nstruction Manual for assistance.

3. The ADAPTOR frame nmounts wunder your natural material hopper. In
selecting the proper ORI ENTATION for nounting, consider the

foll ow ng:
1. dearance for the hopper
2. Cearance for the control-drive wunit in its pul | ed- back

posi tion.

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

4. Access to the REAR calibration port near the controller.

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

6. Ease of renoval of the hopper

Before drilling the bolt pattern, renenber that the FEEDER will

hang fromthe side with the 1-3/4" hole in the baffle plate.

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

NOTE: The TOP of the ADAPTOR franme has the 3" ROUND hole. The
SQUARE hole is in the BOTTOM pl ate.

5. Once the wunit 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 wunit wup 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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CONCENTRATE FEEDER ASSEMBLY Pl CTURE
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SET UP | NSTRUCTI ONS - EXTRUSI ON FOLLON NG CONTROLLERS

The power cord nust be plugged into any 110 volt continuous power
outlet.

The RPM tachoneter feed line provided nust be installed fromthe
extruder to the controller. On the extruder, this line must be
connected to the tachometer output (either AC or DC) which drives
t he RPM gauge.

CALI BRATI ON OF ELECTRONICS - (required one tinme only):

Calibration is necessary to match feeder electronics to the
particul ar voltage output of your extruder. In the upper right
corner of the front of the controller, there is a small access
hole. This provides access to a small trimpot. This trim pot nust
be adjusted one tinme only for your extruder. To do this:

1. Set the controller to 100.

2. Wile your extruder is running, adjust the trimpot so that the
di splay represents the percent (% of full speed that the
extruder is running. For exanple, if your extruder is capable
of running 150 RPMs and is currently at 50 RPMs, adjust the
trimpot until the display reads 33 (i.e., 33%of full speed).

3. After this is done, your controller 1is <calibrated and the
formula provided will now be accurate for setting the digita
counter for each particular job.

NOTE: The FOLLOW OFF- MANUAL switch should be in the FOLLOW position

for normal operation. The MANUAL position wll allow you to
force the controller to run even when the extruder is not
running, or running very slowy. In this node, controller speed
will follow the setting of the digital counter and nay be
control l ed accordingly. FLUCTUATION OF SPEED IS NORVAL IN TH S
MODE.

NOTE: If your tach voltage is very low, you may not be able to reach a

hi gh enough notor speed even when the calibration knob is turned
to its maxi mum position. If this happens, do the follow ng:

1. Set «calibration knob in its mddle position 1/2 way between
full left and full right.

2. On the back of the controller, you wll note an allen head
screw. This screw serves to prevent access to another
adj ustnment pot. Renobve the screw and use this adjustment to
obtain the proper display as required in Step 2 above. This
is a course adjustnent. Repl ace the screw and fine tune
with the calibration pot in front.
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I f you have calibrated your unit properly, the follow ng should occur:

Di spl ay nunber Current extruder speed

Setting nunber Maxi mum ext ruder speed

At FULL SPEED, nunber displayed will EQUAL Counter setting.
At HALF SPEED, nunber displayed will be HALF of setting.

At REST, (O voltage) nunber displayed will be O.

IF the controller continues to run and di splay a nunber
when no extrusion voltage is present; recalibrate the

el ectronics as foll ows.

Repeat |ow tach voltage calibration steps 1 and 2 above this tinme
setting the controller to 500 instead of 100. This neans that if you
were operating at 100% voltage your controller will display 100 while
set at 500. Al formulas nentioned in this manual will be nultiplied by

(5).

Di spl ay nunber X 5 Current extruder speed

Setting nunber Maxi mum ext ruder speed
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FORMULA FOR SETTI NG THE COUNTER
EXTRUSI ON FOLLOW NG CONTRCLLERS

1. Determ ne the MAXI MUM extruder output in pounds per hour
(at 100% of full rated RPM, (max |bs/hr).

2. Determ ne the POUNDS per 100 of color required (Ibs/100).

3. Determ ne the color METERI NG RATE;, GCRAMS / M N @di spl ay of 40;
(gr/ mn@0), see bel ow.

4. Set the digital counter using the follow ng fornula:

(max Ibs/hr) x (Ibs/100) x 3/ (gr/mn@0) = Setting
x15 for |ow voltages

Exanpl e: Extruder output = 900 pounds per hour
| bs/ 100 required = 4.5
METERI NG RATE = 130 gr/ m n@0

900 x 4.5 x 3/ 130 = 93.46 -- Set Counter on 93

METERI NG RATE - EXTRUSI ON FOLLOW NG MODELS

METERI NG RATE equals the GCRAMS of nmaterial nmetered in ONE M NUTE when
the display is "40".

To determ ne METERI NG RATE for a given materi al

1. Switch the controller to the MANUAL SPEED position.
Set the counter to "040".
The di splay should also read 40. |f necessary, adjust
the counter up or down until the display reads 40.

2. Carefully collect and weigh the output over 1 mnute (60 seconds).
This weight in grans will equal the METERI NG RATE for this materia

(gr/ m n@0)

Exanpl e:  Your controller is running and the display shows 40.
Over a 60 second period you nmeter 320 granms of materi al

Your METERI NG RATE for this material is 320 (granms/ m n@O0).
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PRI NCI PLE OF CONTROLLER OPERATI ON
EXTRUSI ON FOLLOW NG

Controllers equipped with our EXTRUSION FOLLON NG option differ
fromour standard controllers in several inportant ways.

1. A "CYCLE" power cord is not provided. Instead, an extruder speed
signal cord is provided to carry the extruder RPM tachoneter
voltage to the «controllers conputer logic. The color controller
then follows this signal exactly as extruder RPMs and related
tachonet er vol tages change.

2. An additional calibration adjustnent nmust be nmade to allow the
controller to function properly for the particular voltage range
and output characteristics of your extruder

PRI NCl PLE OF OPERATI ON

A tachoneter that currently exists on your extruder provides
either an AC or DC voltage output which varies with extruder RPMs.
This signal drives the RPM gauge of your extruder and, in sone cases,
provi des sophisticated tach feedback to your Extruder Drive Controller.

When this signal (either AC or DC is fed into the MAGU RE
extruder-voltage pre-processor, it is converted into a digital pulse-
train whose frequency is linear with the incom ng voltage. Through an
optical coupler, this pulse trainis passed on to the main processor.
The Optical Coupler provides conplete electrical isolation, ensuring
that extruder circuits will not interfere with the controller circuitry
and vi ce-versa

A calibration pot allows each pre-processor to be exactly tuned
for your particular extruder. The main conputer is progranmed to expect
a pulse-train of a given frequency at full extruder RPMs. At this
frequency, the mcro-processor will run the controller drive notor at
the full 100% of the speed that is set on the digital counter. At any
| ower frequency, motor speed will be cut back proportionally. The
calibration pot, then, is provided to tune your particular pre-
processor to output the full-speed frequency at the full rated speed of
your extruder.

Calibration is required only once. After calibration is conplete,
you need only set the digital counter for the proper controller
netering rate for FULL extruder speed. Anything less than full speed
will automatically be reflected in a correspondingly reduced netering
rate.
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ADDI TI ONAL CONTROLLER | NFORMATI ON

The MAGU RE Digital Controller provides the precise speed
regul ation and netering control necessary to assure absolute accuracy
over col or usage.

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 wunique Maguire Products Digita
Controller is designed to do this with precision. Qur standard Mbde
di vides each full nmotor rotation into 159 increments; each increnent
representing a snall fraction of a gram of <color being carefully
neasured out.

The digital counter |located on the face of the controller provides
the nmeans for predetermning the exact degree of rotation per 1.1
seconds and, therefore, the precise anbunt of color that will be added
inthis time period. To determne the proper setting for the counter,
a sinmple formula is used based on percent of color required and the
pounds per hour of the extrusion process.

Mot or speed is automatically control | ed by the interna
m croprocessor to allow color netering to occur wuniformy at a speed
directly proportional to the speed of your extruder. The operator need
not concern hinself wth color notor speed adjustnent as the extruder
speed changes. Changing extruder drive speed or fluctuations in plant
vol tage are autonmatically detected and conpensated for and, therefore,
wi Il have no effect on netering accuracy.

The controller contains a 1/27 HP D.C. Pernmanent Magnet notor with
variabl 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 53:1. Final output speed of the notor
is, therefore, approximately 1 to 56 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 53:1 nmeans that 159
pul ses (3x53) 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 every 1.1 seconds. A
setting of 159 will one turn every 1.1 seconds.

In addition to this precise control of color quantity being
netered, the m croprocessor also controls notor speed using the same
pul ses for digital tachoneter feedback. This ensures that notor speed
is precisely regulated regardless of changing torque requirenents or
variations in plant voltage.
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PRI NCI PLE OF CONCENTRATE 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 flowof virgin material directly above the
throat of your process nachine. Two 10" square steel plates, separated
by 4 steel 3" high corner posts, form a sturdy, |low profile, adaptor
assenbly. This assenbly nust be drilled with the proper bolt pattern
and then nmounted to the throat of your process nmachi ne where the nmain
materi al hopper is currently mounted. The material hopper is relocated
on top of the adaptor assenbly so that virgin plastic wll pass down
t hrough the opening in the adaptor.

Fitted to the side of the adaptor frane 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
torest in the channel with no securing bolts necessary. It is easily
renmoved by sliding backward several inches and lifting straight up.
This ease of renmpval elimnates the need for a clean-out door or chute.
Changing colors is done by carrying the hopper back to the concentrate
supply container and dunping the wunused concentrate back into the
cont ai ner.

The auger and auger tube is also fitted directly wunder the hopper
and is renoved wth it during color changes. This feature neans that
all parts that mght hold sone color contam nation are easily carried
to a separate area for thorough cleaning. The auger tube is fabricated
from2.5 inch pol ypropyl ene and contains the 1" dianmeter steel auger
whi ch conveys the concentrate forward into the flow of virgin material.
When the drive notor is run in reverse, concentrate is transported
backwar ds and di scharged out a sanple port opening for the conveni ence
of checking output from time to time. Qutput can also 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 frane. This chanber is constructed of two 1/2-inch thick
clear acrylic plastic w ndows and two stainless steel baffles. These
baffles control and direct the flow of nat ur al material. The
concentrate is dropped into the flowfroman air space and is evenly
distributed over the steady and predictable flow of natural material.
This assures uniform distribution of concentrate into the natura
material. The clear acrylic sides provide a clear view of the conbined
flow

The hopper holds wup to 25 pounds of concentrate and contains four

cl ear sight glasses, two on each side, providing the operator with a
view of the material |evel.
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DESCRI PTI ON OF CONTROLS and QUTPUTS
FOLLOW OFF- MANUAL SW TCH

EXTRUSI ON FOLLOWN The controller will follow the speed of the
extruder based on the voltage signal that it receives fromthe
extruder into the special receptacle located on the back of the
controller.

OFF:  WI I prevent the controller fromrunning and will renove
power to the conputer controls. If a voltage spike or transient
power surge should cause the processor to becone "confused",
switching to OFF nay be necessary to re-start the processor.

MANUAL: The controller will run continuously as long as 110
volt power is present at the controller power cord. Speed is
controlled by and directly follow the setting of the thunbwhee
sw tch.

The FOLLOW OFF- MANUAL switch should be in the FOLLOW position
for normal operation. The MANUAL position will allow you to force
the controller to run even when the extruder is not running, or
running very slowy. In this nmode, controller speed will follow the
setting of the digital counter and nay be controlled accordingly.
SOVE FLUCTUATI ON OF SPEED |'S NORVAL I N THI S MODE

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 wll
cause he controller motor to run backwards. Color in the auger
tube will be nmetered backwards toward the 'sanple' port opening.
This is done if you wish to verify color quantity being netered by
wei ghing the actual netered sanple. To assure an accurate reading,
allow sufficient tine to purge before wei ghing.

THUVBWHEEL SW TCHES

In the FOLLOW node, the thunbwheel switch setting determ nes
the MAXIMUM rate of speed of the controller. This is the rate of
speed you would expect when vyour extruder is running at 100% of
full rated speed. In the MANUAL node, the setting directly
controls the RPMs of the notor output shaft.

DI SPLAY W NDOW

The wi ndow wi || display notor RPMs. Flashing of this display
at half second intervals indicates that the motor is not running at
the full speed that is necessary to deliver the quantity of color
requested by the counter setting.

SI GNAL AND MOTOR LI GHTS
The Signal Light indicates power is present at the signa
cord; in other words, the process nachine screw is turning. The

Mot or Light indicates the conputer processor is outputting a D.C
voltage to the controller nmotor; the notor is turning.
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10.

11.

CHANG NG COLORS

If a loader is in use, renove pickup line fromthe col or container
and allowto '"dry' cycle one tine to clear the line. Turn |oader
of f.

A locking latch is located on each side of the Color Feeder. Lift
these latches up and rotate themforward until they fall freely
forward to a straight down position.

Slide the controller-drive unit straight back wuntil it stops (5
inches). There is no need to turn the controller off.

Slide the hopper and auger assenbly back a few inches. Gasp the
hopper handle in one hand, and with the other hand under the back
side of the hopper, lift straight up and back

Dunp the unused portion of color back in the color container it
cane from

Slowly renove the auger out the rear of the auger tube, allow ng
color pellets to fall into the recovery container

Once auger is fully renoved, tilt the hopper back slightly unti
all color runs out the rear of the auger tube opening.

I nspect that all pellets and traces of color are conpletely renpved
fromthe hopper. If necessary, blow out the hopper and auger tube
with an air gun.

Re-insert auger and hand tighten | ocking screw. Hopper is now ready
for next color.

Seat the cl ean hopper assenbly properly in position, then slide the
drive unit forward until the side latches fall into their |ocked
posi tion.

NOTE: Difficulty may be encountered if the drive coupling does not

engage properly. |If necessary, rotate the auger coupling
slightly or wait for a machine cycle to cause the notor to
run.

Fill hopper with new col or.

NOTE: You may find it nore convenient to fill the hopper with col or

before re-installing on process nachine.
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1.
2.
3.

TROUBLESHOOTI NG CONTRCLLER PROBLEMS
YOUR MAGUI RE PRCDUCTS CONTROLLER DCES NOT WORK PRCPERLY:

READ bel ow about NORMAL OPERATI ON and conpare to your problem
The QUESTIONS that follow may assist you in solving your problem
If you are unable to renedy the problem

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 voltage to the signal follow ng

co

rd, Switch on FOLLOW

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

I N FOLLOW

AT NO TIME wi Il the display be COVWLETELY BLANK

BLI NKI NG of the display is a WARNING 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.

Switching to OFF and then to FORWARD again will cause a nonentary
increase in notor speed as the unit tries to 'catch up'.

I N MANUAL:

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

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

Full| speed will display about '180'.

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 motor will not run.

ALL UNITS:

If at any tinme should the processor beconme confused and fail to run
the notor properly or display the proper nunbers, the unit will
"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.

================== ANSWER QUESTI ONS as they app| y S=================
YOUR COVPANY NAME: DATE:

NAME of PERSON who saw or knows the problem

Ti

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

—===—=—=—=—===—=—==—=—=—=—===== | F PROBLEM | S WTH OQUTPUT ============—=—=========
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SPECI FI CATI ONS as they apply:
Ext rusi on, |bs/hour:
Desired col or output (%:

—====—=—=—===—=—==—=—=== | 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):
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 PROBLEM | S ERRATI C OR | NCORRECT OPERATI ON ============

What is the COUNTER SETTI NG

Is the problemonly at certain settings:

Does the display BLINK

Does di splay ever go conpletely blank (it shouldn't):
(it should al ways show a nunber or a zero except when blinking)
What is the actual notor output RPMs:

EXTRUSI ON RATE

Does the display show the full counter setting:

What count is displayed when it runs:

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 problens are appar ent and easy to fix. However, the nore
i nformati on we have about what caused the problem the nmore we can do
to inprove our product so that these problens do not occur in the
future.

In sone cases we nmay NOT be able to duplicate YOUR particul ar probl em
in OUR testing facility. Describing the problem as CAREFULLY and as
conpl etely as possible wll help wus locate and correct any design
weakness that m ght be responsible for the problens you are having.
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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 nmake an
i nspection of the internal electronics.

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

| nspect the magnet holding cup on the rear of the notor. If this
assenbly should | oosen, this will adversely affect motor control.
Take care not to disturb or damage the electronic hall effect

device that is attached to the rear of the notor. Repairs to
printed circuit boards should not be attenpted. GCenerally, if a
conponent fails, it indicates a condition that may 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 indicates that other
problens are present. A new fuse of simlar size and rating may be
substituted, but if it blows again, the board should be returned to
our factory for service. DO NOT EXCEED 5 AMPS on the board.

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

NO DI SPLAY NUMBER at any tine is wusually 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 wll not blow
unl ess some other conponent on the board has failed. Replace only
with a fuse of the sane anp rating.

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

(a) Conponents nmay be blown out on the circuit board. A reading of
zero (0) VOLTS at the notor FORWARD- REVERSE sw tch would
i ndi cate this.

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

(c) Brushes on the nmotor may not be meki ng proper contact with the
armature. Sometimes brushes stick in their holders. A DC
voltage at the notor |eads w thout corresponding notor rotation
woul d indicate this may be the problem Renobval of the brushes
and |ight sanding of the brush sides will fix this.

(d) The armature nmay be burned out. This will occur only with
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(e)

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 holding disk on the notor armature shaft. It
shoul d be secure and there should be about 1/16 inch space
between the magnet holder and the electronic "hall effect"
device on the back of the notor housing. Aso check this
el ectroni ¢ device for proper location. It nust be positioned
under the magnet cup and have no broken wire | eads.
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TROUBLESHOOTI NG LOSS OF COLOR
Check that color supply is adequate.

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

For Model 8-34 with EXTRUSI ON FOLLON NG
Di spl ay of 180 equals about 1 turn/second

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 screws shoul d be checked for tightness.
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CONCENTRATE AUGER FEEDER - NMAXI MUM OUTPUT SPECI FI CATI ONS
(Metering Rate for ABS Color @50 |bs./cu.ft.)

o e e e e m e e e e e e e e e e e m e e e e e e e e memmmemememememmeemmeeemememmcemmee e m————a
| Model # | Auger size] Max RPMs| Continuous CQutput-Ibs/hr}Mn D spense]
| MCF/ QCC | ! ' M n Max. i (one cycle)
Fom e e e o - Fomm e o - Fomm e oo - Fomm oo - Fom e e e e oo - Fomm e a o -
14-18 ! 1/ 2" ! 30 ' .05 | 4 ' .003 CC
14-34 ! 1/ 2" ! 55 ' .1 ' 7 ' . 006 CC
18-34 Std. | 1" ! 55 ' .7 ' 58 ' . 050 CC
! 8-50 ! 1" ! 90 ' 1.1 ' 85 ' .075 CC
116-50 ! 2" ! 90 ' 8.0 ' 600 ' .540 CC
e e e e e e e e e e e e e e mc e e mmmmemememememcemmmemsmemememeemmmeesmemememmcememeeee e —————=

To sel ect proper auger size and notor size:

1. Determne maxi num extrusion rate in pounds per hour. For injection
nol ding, extrusion rate is approximately equal to tons of clanping
pressure; i.e., a b500-ton press extrudes material at about 500
| bs/ hour. Very |arge presses (over 1000 ton) generally don't exceed
1000 | bs/ hour extrusion rate.

A nore accurate estimate nmay be nmade using shot weight and screw
return time for any nol ded part:
(Shot W.- Grans) / (Screw Return Time in Seconds) x 8 = (|bs/hr)

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

3. Select the standard wunit (Mdel 8-34) if this unit neets your
requi rements; otherw se, select the auger with the | owest netering
rate that neets your maxi mum requirenents.

Exanpl es:

50 I bs/hr x 2% =1 | bs/hr max. color -- Select nmpdel 8-34

250 I bs/hr x 3% = 7.5 | bs/hr max. color -- Select npdel 8-34

1100 I bs/hr x 4% = 44 |bs/hr max. color -- Select nodel 8-34

1300 I bs/hr x 6% = 78 |bs/hr max. color -- Select nodel 8-50
RECOMVENDATI ONS

MODEL [ NJECTI ON MOLDI NG EXTRUSI ON

4-18 Up to 50 tons Up to 75 | bs. / hour

4- 34 Up to 175 Tons 15 to 175 | bs./hour

50 to 3000 Tons 100 to 1200 [ bs./hour

8- 34 (standard)
8- 50
16- 50

Not Recomended
Not Recomended
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10.

11.

FEATURES

STAI NLESS STEEL CONSTRUCTI ON

LOWPROFI LE adaptor (only 3-1/2 inches high) keeps your virgin
mat eri al hopper as | ow as possible.

REMOVABLE HOPPER al | ows for easy cl eanout and rapid col or changes.

CLEAR VI EW NG W NDOWS al | ow visual confirmation of color netering
and virgin material flow right at the m xing point.

BAFFLE CHAMBER al l ows color to fall into the flow of virgin pellets
froman air space. These baffles also assure a predictable flow
pattern and, therefore, uniformmxing of the color into the virgin
material .

UNI QUE "KEYWAY" SLOT in the auger tube prevents unwanted bridging
of material between the auger and auger tube, thus assuring a
continuously uniformnetering rate.

Speci al HANGER design of the entire feeder assenbly allows easy
renmoval for maintenance or for interchangeability from machine to
machi ne.

Aut omati ¢ AUGER TUBE SHUTOFF prevents color pellets fromspilling
when unit is renmoved for col or changes.

FOUR CLEAR SI GHT GLASSES for visual check of material in hopper.
ONE PI ECE AUGER ground froma SOLI D STEEL BAR;, no wel ded flights.
FLIP UP latches, self engaging drive coupling, slide back

control l er; everything cones apart without tools and wthout
difficulty.
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WARRANTY

MAGUI RE PRODUCTS of fers one of the MOST COVPREHENSI VE WARRANTI ES in the
pl asti cs equi pnent industry. W warrant each Concentrate Feeder
manuf actured by us to be free fromdefects in material and workmanship
under normal use and service; our obligation under this warranty being
limted to making good at its factory any Concentrate Feeder which
shall within FIVE (5) YEARS after delivery to the original purchaser be
returned intact to us, transportation charges PREPAID, and which our
exam nation shall disclose to our satisfaction to have been thus
defective; this warranty bei ng expressly in lieu of all other
warranties expressed or inplied and of all other obligations or
l[iabilities on our part, and MAGU RE PRODUCTS neither assunmes nor
aut hori zes any other persons to assune for it any other liability in
connection with the sale of its products.

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

Qur liability under this warranty wll extend only to Concentrate
Feeders that are returned to our factory in Aston, Pennsylvania
PREPAI D.

It should be noted, however, that we strive to satisfy our custoners in

what ever nmanner is deenmed nobst expedient to overconme any problens they
may have in connection with our equipnent.

3/22/90 gm
2/19/93 jw

Page 19






