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Introduction

1.1. Introduction

Congratulations on the purchase of your ARPAC packaging equipment. We sincerely
appreciate your business.

For years, ARPAC has been a leader in secondary packaging machinery with proven
experience in designing and manufacturing complex integrated packaging lines. As an
experienced Original Equipment Manufacturer (OEM) integrator, ARPAC has in-house
capabilities to conceptualize, manufacture, install and service complete end-of-line
packaging solutions.

ARPAC is renowned for providing high quality end-of-line packaging machinery to
consumer goods and industrial product producers. We delivery solutions to
producers of food, beverage, building supplies, automotive products, printed
publications, personal care products and a wide variety of packaged goods.

© ARPAC, A Duravant Company 1-1



BTPW Series Operation and Maintenance Manual

1.2. Contact Information
ARPAC’s corporate offices and production facilities are located just minutes from
Chicago’s O’Hare International Airport.
ARPAC
9555 Irving Park Road
Schiller Park, IL 60176
www.arpac.com
847.678.9034
A Duravant Company
1-2 © ARPAC, A Duravant Company



Using This Manual

1.3. Using This Manual

This manual is an operations and maintenance manual for the ARPAC Extreme S18
horizontal shrink wrapping system. Use this manual if you are responsible for using,
operating and maintaining the equipment. It is organized in a manner that can be
easily understood by personnel with reasonable experience. This manual is intended
to provide clear and simple explanations on how to safely operate and maintain the
equipment.

If operated and maintained correctly, this machine is designed to provide the user
years of trouble-free service. It combines up-to-date, state-of-the art technology as
well as ARPAC’s enormous experience in the area of packaging systems.

1.3.1. Graphical Notations

To help communicate hazardous and nonhazardous alerts, the following graphics are
used through out this manual.

Hazard Alerts

DANGER indicates a hazardous situation which, if not avoided, will result in seri-
ous injury or death

AWARNlNG

WARNING indicates a hazardous situation which, if not avoided, could result in
serious injury or death

/I\ CAUTION

CAUTION indicates a hazardous situation which, if not avoided, could result in

minor or moderate injury
NOTICE

NOTICE indicates information considered important, but not directly injury
related (i.e. could cause equipment or property damage)
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Required
Tools

Non-Hazard Alerts

Indicates information considered important, but not directly related to a specific
hazard.

Indicates explanatory information on complex or difficult procedures.

Indicates the need for special tools that may be required to perform a procedure or
task.

1.3.2. Photo’s & lllustrations

Photographs and illustrations appear through out the manual for informational
purposes. Actual machine photos when possible are used, however not every photo
shown in this manual will be of your specific machine(s).

Dimensions and specifications are approximates and drawings may not always be
to scale.

AWARNING

Some photo’s may show safety guarding and fencing removed for illustration pur-
poses only.
Never operate equipment with safety devices damaged, removed or modified.

© ARPAC, A Duravant Company



Safety

1.4. Safety

Every effort has been made by Arpac to provide you with a safe machine. This section
describes the safety precautions that should be taken when working with, on or
around the equipment. It is essential that machine operators and maintenance
personnel follow the safety information. Safety everyone’s responsibility and the
information in this chapter is vital to maintaining a quality work environment.

1.4.1. Statement of Liability

While this machine has been designed for safer operation, improper operation or
carelessness may result in serious injury or death, harm to the environment and
damage to equipment. The manufacturer or its agents and representatives assume
no responsibility for the following.

1. Injury or danger from improper use of the machine.

2. Problems or hazards resulting from failure to maintain the equipment as
specified in this manual.

3. Equipment which has been tampered with or modified. ARPAC is not liable for
any damage or injury arising from failure to follow the instructions and
procedures provided within the manuals or associated material, or from user
failure to use caution when installing, operation, adjusting, or servicing this
machine. ARPAC is not liable for damage or injury arising from the use of this
product for any other use than that intended by the manufacturer.
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1.4.2. Conventions in this Manual

Hazardous alerts; Dangers, Warnings, Cautions and Notices listed in the manual are
intended to draw your attention to a particular condition that may pose a safety
concern, that if not avoided, will or could result in injury or death.

DANGER indicates a hazardous situation which, if not avoided, will result in seri-
ous injury or death

AWARNlNG

WARNING indicates a hazardous situation which, if not avoided, could result in

serious injury or death

/I\ CAUTION

CAUTION indicates a hazardous situation which, if not avoided, could result in
minor or moderate injury

NOTICE indicates information considered important, but not directly injury

related (i.e. could cause equipment or property damage)
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Safety

1.4.3. Safety Precautions

Interfacing Equipment

Observe all applicable codes when interfacing this equipment to other equipment.
Specific attention must be paid to any pinch points that may be created and the
prevention of unintended restart of the equipment when the electrical interlocks
shut it down.

Dressing for Safety

Tie or pull back long, loose hair that can get caught in the machinery.

Remove loose, dangling jewelry and rings and watches that can get caught in
the machinery.

Ensure that radio headphone wires do not get caught in the machinery and
cause personal injury.

Dress comfortably. Tight clothing restricts the ability to move freely and safely.

Do not wear shoes with slippery soles, such as high heels or boots.
Uncomfortable shoes can cause personal fatigue and reduce the ability to
work well.

Do not wear neckties or scarves.
Roll loose sleeves or secure them with rubber bands.
Button or remove open sweaters or jackets.

Tuck in shirttails.

Maintaining a Clean Work Area

Keep the work area clean to avoid injuries and damage to the equipment. Inspect
your work area for possible causes of accidents:

Water and other spills are dangerous. Clean and dry the area immediately
after a spill.

Keep a 3-foot clear walkway around the entire machine. Boxes and papers are
hazards when left on the floor near the machine.

Keep all food and drink away from the machine.

Keep your work area well lit. Report all burned-out bulbs to your supervisor.

Introduction
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Do not leave tools and other loose items on the machine.

A cluttered work area requires unnecessary and hasty movement that causes
accidents. Keep all materials orderly and easily accessible.

Personnel Instructions

Read and understand the following personnel safety information before operating the
equipment.

PPE - Make sure that you wear safety goggles and other personal protective
equipment according to your company’s safety standards when operating this
machine. You may get injured if you do not.

Disconnect Power Before Servicing - Make sure that all the power is
disconnected from machine before servicing it. You may get severely injured if
you do not.

Proper Cleaning Solvents - Only use non-flammable, non-aerosol cleaning
solvents to clean the equipment.

Keep Hands and Other Body Parts Clear - All personnel working around or
coming in contact with the equipment must be instructed to keep their hands
and other body parts of their person and clothing clear of all moving parts.

Ensure Safety Devices are Operational - Equipment must not be operated if
safety devices, including guards and doors, removed, disconnected or
damaged.

Never Reach Into Equipment - Personnel shall not reach into the equipment
for any reason, including maintenance, adjustment or clearing of jams, while
the equipment is in the cycle mode. The cycle mode stops when the guard
doors are opened or when the CYCLE STOP button is pressed. The process may
take a couple of seconds. Do not reach into the machine until the machine has
stopped.

Before any person reaches into the equipment for maintenance or
adjustment, air and electrical power shall be turned off using lockable shutoffs
provided. The clearing of jams may be done while the machine is turned on,
but not while in the cycle mode.

Anyone entering the machine for maintenance, troubleshooting or any
procedure entailing the removal of guards or performing work at any point of
operation, shall be required to observe all applicable lockout/tagout
requirements.

© ARPAC, A Duravant Company



Safety

1.4.4. Safety Labels

Safety labels are placed at various locations around the machine to communicate
potential hazards.

ADANGER ADANGER

HIGH VOLTAGE
Entry by authorized 460 VOLTS

personnel only.

APELIGRO APELIGRO
ALTO VOLTAJE ORI

Figure 1-1 - Red & Black labels indicate DANGER hazards

A WARNING A WARNING

Before cleaning or servicing This machine starts
disconnect power supplies automatically

& SveTen

Antes de limpiar o dar am— .
mantenimento desconecte la Esta maquina comienza

corriente electrica principal automaticamente.

Figure 1-2 - Orange & Black labels indicate WARNING hazards

A CAUTION

Maximum weight
300 Ibs.

A CAUTION

Watch your
hands and

A PRECAUCION
Capacidad de 300 libras.

fingers.

Figure 1-3 - Yellow & Black labels indicate a Caution hazardous situation
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1.4.5. Energy Isolating Devices

The section discusses the various devices and proper methods for isolating energy to
prevent injuries when its necessary to stop the machine to clear jams or perform
maintenance, for example.

Main Disconnect Switch

The main disconnect is located on the main electrical cabinet. It is connected via a rod
though the door to the main circuit breaker that supplies all power to the equipment.
Different types of switches are used, depending on the type and style of the
enclosure.

Push Handle down
to turn on

Figure 1-4 - Two Main Disconnect Switch Options

1-10
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Safety

1.4.6. Emergency Stop Buttons

There are several emergency stop buttons located on the machine. Pressing any of
these buttons will immediately stop the machine and drop all electrical and
pneumatic power to the machine except the machine’s internal controls.

Additional E-Stops are often added the equipment per customer’s specifications.
Refer to the project specific layout for exact locations for your machine.

AWARNING

If the Wrapper is integrated with a tunnel, activating an E-Stop will stop the tun-
nel conveyor belt. If machine stops with product in it, remove it as soon as it is
safe to do so. Product could potentially catch fire or explode if you do not. Do not
try to push product out with your hands.

There are several different types of E-stop buttons. Some are lit, some are not. Some
are reset by twisting the button, while others are reset by pulling them straight out.
Whatever type of E-stop happens to be on your system, the function is identical. They
all stop the machine immediately in case of an emergency.

Figure 1-5 - E-Stop Button
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1.4.7. Chain Guards Guard Doors

/I\ WARNING

Equipment must never be operated if any safety devices, including guards and
doors, are removed, disconnected or damaged.

Chain guards are bolted to the machine, requiring a tool to remove.

Chain & Sprockets
Chain Guard (Behind Guard)
(Requires a tool to remove)

Fastners

Drive Motor &
Gear Box

Guard doors are equipped with an interlocking switch. When a door is opened, the
switch is interrupted, disabling power to motion control devises, regardless of where
the machine is in it’s cycle. Personnel shall not reach into the equipment for any
reason, including maintenance, adjustments or clearing of jams, while the equipment
is in the cycle mode. The process of stopping the cycle may take a couple of seconds.
Do not reach into the machine until the machine has stopped. Refer to the electrical
schematic for specific Safety Circuit information.

Interlock
Switch

Guard Doors

Figure 1-6 - Guard Door & Interlock Switch

1-12 © ARPAC, A Duravant Company



Safety

1.4.8. Motor Disconnects (If equipped)

If equipped, individual motors can be wired to an isolation disconnect that when in
the “Off” position disables power to that motor only. These devises are not
connected directly to the machine’s safety circuitry, but they can be wired to an input
on the PLC so that a message can be displayed on the HMI to indicate that the motor
is “Off”.

Figure 1-7 - Motor Disconnect Switch

If a motor is connected to one of these disconnects, the disconnect will be within line
of sight of the motor and identified as associated with that motor. If your machine has
these disconnects installed, refer to the machine’s electrical schematic for more
information.

Figure 1-8 - Disconnect Location Example
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1.4.9. Lock Out/ Tag Out

You can lock the machine out by applying locks to the electrical main disconnect and
the pneumatic regulator. Locking these two sections out will ensure safety when
working on the equipment.

When you are going to work on Arpac equipment, follow the lockout/tagout (LOTO)
procedure to ensure safety.

/// Because companies tend to tailor the LOTO protocols specific to them, we advise
\ all users to refer to their company’s procedure manual. The LOTO procedure
described here are the minimum requirements

NOTE

Lockout/Tagout Kit

A typical lockout/tagout kit is shown in the figure below. Arpac machines can be
locked out with most standard lockout/tagout kits.

Figure 1-9 - Typical LOTO Kit

1-14 © ARPAC, A Duravant Company



Safety

1.4.10. Electrical LOTO

It is important to safely shut down the equipment and lock it out electrically before
performing any maintenance.

Notify affected employees that the equipment is going to be locked out.
Safely shut down the equipment.

Complete the information on the tag.

Apply the lock to the main disconnect. (The example illustrates one type of
main disconnect switch. Other styles have the same capacity for lock

application.)

N .

Turn the main disconnect switch to
the Off position, then apply the locking
device to safely lock out the machine.

Figure 1-10 - Lockout/Tagout at Main Disconnect

&WARNING

Never assume power has been isolated. Always verify.

Verify power is off. The machine is now electrically locked out.

Introduction 1-15
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1.4.11. Pneumatic Lockout/Tagout

To lock out the air supply:

1. Notify all affected persons that he equipment is being locked out.

2. Complete the information on the tag.

3. Turn the red knob clock-wise to shut off the valve and align the knockouts for
the lock and apply lock.

Turn red knob clock-wise t .. N
from SUP to EXH Apply lock and tag

Figure 1-11 - Lockout/Tagout at Pneumatic Regulator

4. Verify that there is no air present. The machine is now pneumatically locked
out.

1.4.12. Restoring power and air to the Machine

Restore the machine to proper working order by the following steps:

1. Ensure all personnel are clear of the machine.

2. Remove all tools and loose parts that may have been left behind from the
maintenance procedure.

3. Replace all safety guarding that was removed for the maintenance procedure.

4. Remove locks and tags.

5. Notify affected employees that the lockout condition has been removed.

6. Restore power to the machine at the main disconnect.

7. Clear the machine using the human machine interface (HMI).

8. Ensure that any E-stops have been properly reset.

9. The machine is now restored to a run condition.
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Machine
Overview

2.1. Introduction

This section identifies the individual assemblies and their intended function under
normal production conditions. For the purpose of this manual, the BPTW assemblies
are grouped together according to their function. The three groups are; product
delivery, film delivery and the overwrap.

Figure 2-1 - BPTW Shrink Wrapper

AWARNING

Do not attempt to service or enter machine while in cycle. Always

follow your company’s safety procedures. Failure to do so may result
in severe injury or death.

© ARPAC, A Duravant Company 2-1
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Black = Film Delivery System

Film Rack
Dancer Assembly
Film Feed Assembly

Red = Product Delivery

In-feed Conveyor :
Acceleration Conveyor T%
In-feed Guide Rails

|
T 1

bt

Blue = Film Overwrap System

Overwrap Flight Bar Assembly
Transition Conveyor

Figure 2-2 - BPTW Systems

System Assemblies Included
Product Delivery In-feed Conveyor

In-feed Guide Rails
Acceleration Conveyor
Film Delivery Film Rack with Splice Bar
Film Dancer Assy

Film Feed Assy

Film Overwrap Overwrap Flight Bar Assy
Transition Conveyor
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Product Delivery Assemblies

2.2. Product Delivery Assemblies

The mechanical assemblies of the product delivery system include the in-feed
conveyor, in-feed guide rails and the acceleration conveyor.

i : o : 3
| - ‘ULJU‘ il ImE
=0+ iz . h‘b‘\
|
7 ®
In-feed Conveyor Acceleration Conveyor

In-feed Guide Rails

# _B_
e—

I=

Combined together, these assemblies accept the incoming product from the
upstream equipment and then control and pace the product one at a time to the
overwrap flight bar assembly (discussed in the overwrap section).
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2.2.1. In-feed Conveyor & Guide Rails

The in-feed conveyor is a motor driven belted conveyor at the upstream end of the
machine. When the machine is put into cycle, the PLC (Programmable Logic
Controller) sends an “ON” signal to the VFD (Variable Frequency Drive) that controls
the conveyor’s AC motor. The PLC also calculates what speed the belt should run
based off user defined parameters that they enter into the HMI (Human Machine
Interface). A set of left and right guide rails help keep the product from shifting side to
side or skewing.

Mechanical Design Features

e Belt is constructed of modular plastic links joined with a plastic rod allowing
for easy replacement of damaged links.

e High friction belt surface minimizes lateral movement. Incoming product
needs to be fed centered on the conveyor.

e Belt is driven by plastic sprockets with square bores installed on a square
shaft. The center sprockets on the drive shaft and the idler shaft are fixed
while the remaining sprockets, spaced every two inches are allowed to “float”.
This design eliminates any need for side to side tracking.

e A take-up shaft is provided with tensioning devices on both side of the
conveyor to accommodate normal stretch over the life of the belt.

e Adjustable side guides, set slightly wider than the product, keep the product
centered and help to minimize skewing.

© ARPAC, A Duravant Company



Product Delivery Assemblies

NOTE

Control Functions

Motion is controlled by the in-feed conveyor motor, an AC motor connected to
a VFD. The VFD controls the motor and it communicates via Ethernet
connection to the PLC. The PLC sends start, stop and frequency commands to
the drive.

When the machine is put into cycle, the in-feed conveyor will start
automatically after a slight delay to the allow the downstream conveyors to
come up to speed first.

When the machine is taken out of cycle, the In-feed conveyor will stop first,
followed by the other conveyors.

The speed of the In-feed conveyor is determined by user defined parameters
that they enter into the HMI. The PLC uses the defined product length and
required rate (in products per minute) to calculate the baseline conveyor
speed.

RECIPE #8 7.25"L x 9.8"W x 5.8"H 30ppm

n SETPOINT uniTs | VALUE m

Formula to determine the speed of the In-feed is:
S=RxL
S = Speed, R = Rate, L = Length

In this example, the In-feed conveyor belt speed
would be: 25’/min (60 x 5/ 12)
(Product length is given in “/min so S needs to be divided by 12
to convert to ‘/min)

The in-feed conveyor speed should be set equal to or slightly higher than the rate
of product being fed to it from upstream equipment to prevent product from being
“pushed across” the belt which could cause tracking issues with the belt and/or
timing issues caused by product being out of position.
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2.2.2. Acceleration Conveyor

The acceleration conveyor is a two-stage conveyor that runs faster than the in-feed
conveyor in order to pull a gap between products. The space between products is
necessary for the film to feed and overwrap flight bars to function properly.

Figure 2-4 - In-feed to Acceleration Conveyor

At the downstream end of the acceleration conveyor is the Product Before Flight Bar
PE. As a product advances on the conveyor, the leading edge of the product will block
this PE. The PLC uses that signal to start the film over wrapping process that will be
described later.

Product Before
Flight Bar PE

Figure 2-5 - Product Before Flight Bar PE

© ARPAC, A Duravant Company



Product Delivery Assemblies

Mechanical Design Feature

1st Stage
(Roller Section)

Latch Assembly|

Lift Handle

2nd Stage
(Blue Belt)

e 1st stage of the conveyor consists of anodized steel rollers.

e 2nd stage of the conveyor has a modular plastic belt, similar to the In-feed
conveyor belt, except this belt does not have a high friction surface.

e A take-up shaft is provided with tensioning devices on both side of the
conveyor to accommodate normal stretch over the life of the belt.

e The 2nd stage conveyor lifts up to provide access to the film feed assembly.
There are handles on both sides and a latching mechanism to hold the
conveyor in the up position. A safety switch like the ones on the guard doors
detects if the conveyor is up or down. The machine cannot cycle if the
conveyor is “UP”.

e The In-feed guide rails extend out over the roller section to help prevent the
product from skewing.

Machine Overview 2-7
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Control Functions

e Motion is controlled by the main motor, an AC motor connected to a VFD. The
VFD controls the motor and it communicates via Ethernet connection to the
PLC. The PLC sends start, stop and frequency commands to the drive. The
main motor controls the speed of the rollers (1st Stage), the modular plastic
belt (2nd Stage) immediately following the rollers AND the overwrap flight bar
conveyor belt.

e When the machine is put into cycle, the acceleration conveyor will start
automatically immediately.

e When the machine is taken out of cycle, the acceleration conveyor will come
to a controlled stop, depending on where the machine is at in it’s cycle.

e The speed of the acceleration conveyor is determined by the speed of the
in-feed conveyor (established earlier) AND another user defined parameter;
Product Interval.

SETPOINT MODIFY 1

BPem | 11:01:56 AM 4/14/2017
n SETPOINT unITs | VALUE m

AND
o] podemena oot [0 |

Formula to determine the speed of the Acceleration & Overwrap
conveyors is:

AS =S x PI

AS = Acceleration Conveyor Speed
S = In-feed Conveyor Speed, Pl = Product Interval

In this example, the Acceleration conveyor rollers and belt speed
would be: 54.1°/min (25 x 26 / 12)
(Product Interval is given in “/min so AS needs to be divided by 12
to convert to ‘/min)

© ARPAC, A Duravant Company



Product Delivery Assemblies

The illustration below shows the relationship of the Product Interval parameter and
spacing between products.

Product Interval

Parameter set at 2600

l Infeed = 25'/min l Acceleration = 54'/min Over wrap = 54'/min

The Affect of Skewed Product

When transitioning from one conveyor to another, it is possible for the product to
skew. Skewed product can have an adverse affect on the machine’s ability to properly
wrap the product with film. When one corner leads while the other trails, it is nearly
impossible to get the film of overlap enough to produce an aesthetically acceptable

wrap.

HYII uxn uYn

Y Does Not =X
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To help prevent the product from skewing, the In-feed guide rails extend out over the
roller section. If product does skew, there is a photo-eye called the Product On Rollers
PE that will detect if the skewing is too much and fault out the machine.

Product on Rollers PE

Figure 2-6 - Product On Rollers PE

The PLC calculates what the appropriate length of time is for this eye to be blocked
based off the user defined product length and rate and compares that to the value
entered for Length Variance Allowed parameter.

The user can define the allowable length variance.

ARPAC

n SETPOINT unITs | VALUE m

In this example, product that is skewed more than 2” will stop the
machine and cause a fault message to appear on the HMI.

2-10 © ARPAC, A Duravant Company



Film Delivery Assemblies

2.3. Film Delivery Assemblies

The film delivery assemblies of the BPTW are designed to store, feed, cut and position
sheets of LDPE (Low Density Polypropylene) film to the overwrap assembly. The
BPTW can run either clear or print registered LDPE film. The film is kept under light
tension and feeds sheets of film on demand.

Jib Crane & =
Electric
Hoist

Film Rack w/ T

Splice Bar E

45 Degree Air Bar Film Feed Assembly

Dancer Assembly —

The mechanical assemblies that make up the film delivery system include:

e A film rack; a two position film roll rack with specially designed film roll shafts
and an air operated braking system.

e Ajib crane and electrical hoist to lift the rolls of film onto the film rack.
e Asplice bar that joins film from a new roll to the existing roll when it runs out.

e A dancer assembly that stores film, pulled from the supply rolls, that is fed to
the film feed assembly on demand.

e A film feed assembly that uses servo driven motors to control the feeding and
cutting of the film on it way to the overwrap system.
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2.3.1. Film Rack

The film rack is located at a right angle to the In-feed conveyor on the upstream end
of the machine.

Jib Crane —_ -

«— Electric Hoist

Splice Bar |
BPTWISBRIES | | Air Brake

Roll Positions
#1 & #2

Figure 2-7 - Film Rack and Jib Crane

2-12 © ARPAC, A Duravant Company



Film Delivery Assemblies

Mechanical Design Features

Splice Bar

Film Roll Shaft
w/ Air Bladder

Air Brake

( £

Figure 2-8 - Film Rack Subassemblies

The rack has positions for two rolls of film; rack position #1 is closest to the in-feed
conveyor and #2 is the outer position. Each position has a film roll shaft with an
inflatable bladder that when expanded extends cleats out that lock the roll into
position. An air inflation tool is provided.

The BPTW Series is capable of running clear or print registered LDPE (Low Density
Polyethylene) film. The thickness of the film, measured in “mils” (.001), has a range of
1.25 -2.5 mil thick. Film rolls must have a 3” diameter core to fit the inflatable shaft.
The maximum a new roll of film can be in terms of overall diameter is 20"

Machine Overview
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Film Roll Shaft
with Bladder

Low Film PE
sensor

Figure 2-9 - Film Roll Shaft

In order to keep tension on the film, a necessity to running print registered film, an air
operated friction brake is used. Solenoid valves via controlled air pressure regulate
the amount of braking torque supplied to the brake to stop the film roll shaft from
spinning in it’s journal when given the proper signal from the PLC.

_.'.'.
‘i

Align the slotted end of
the air shaft with the
Brake shaft when

loading l

Mo “

4

S —

.
=

N

‘" T
-{""'_-_.‘

i
i

Figure 2-10 - Air Brake

A film-splicing bar consisting of a hot wire, a sealing pad and film clamps is used to
splice a new roll of film to an existing roll to assist with speeding up film roll changes.
The hot wire assembly is air operated. It is connected to an air cylinder that opens

and closes the assembly.

2-14
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Film Delivery Assemblies

Film Roll Position
Selector Switch

- 7

»
’:’i’

Air operated Splicing ) N
Hot Wire el

—
| Film Clamps & =5
Sealing Pad ||

- |

Sy

Two Splice Bar activation
push buttons wired in series

Figure 2-11 - Splice Bar

Because the film rack is at a right angle to the wrapper, the film needs to be placed
in-line with the wrapper in order to wrap around the product correctly. This is
accomplished with the use of 45° air bar that reroutes the film on the way to the film
feed assembly.

The tail end of the film comes off the
bottom of the supply roll, then routes
under than over the 45 degree Air bar
that flips the film upside down and turns it
90 degrees

Figure 2-12 - Film Feed
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|
Air enters in one end o
of the Air Bar : P =

And exits through the escapement
vent holes, reducing drag on the film

Figure 2-13 - Film Roll Shaft Airflow

e Air enters one end of the bar and exits through air escapement grooves that
run the length of the bar. As the air exits the holes it contacts the film
wrapped around the air bar and fills the grooves until the air pressure exceeds
the film’s force on the bar. The air then lifts the film off of the bar, minimizing
film drag or friction.

e The wrap of the film on the air bar causes the film to flip upside down and
turn 90°.

e Air flow control valves are used to adjust the amount of air sent to the air bar.

# Improper adjustment of this assembly can cause film placement and tracking
NOTE issues. This bar has been set and tested during setup in the factory prior to
shipment and should only be adjusted by qualified personnel.
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Control Functions

Film roll position selection and splicing film are controlled at the film rack auxiliary
control station

| Splice Activation Buttons |

% s
-
i .l
¥

; SPLICING BAR

w ¥
-
Ve
& 1
AN
=
FILM ROLL [
1 OFF 2
e b
1

Film Roll Position Selector Switch

Figure 2-14 - Film Rack Control Station

e The film roll selector switch has three positions; 1, OFF and 2. Position 1 is the
position furthest from the In-feed conveyor.

e Splicing one roll to another is accomplished by overlapping the two films
under the film clamps and then pushing both splice activation buttons
simultaneously. With these two buttons wired in series, an operator has to
use both hands to activate the hot wire.
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Different film compositions and thicknesses require different splicing times. The
length of time the splice bar hot wire is heated to fuse the two layers together is

adjustable from the HMI.

SETPOINT MODIFY 9

Uifeway

n SETPOINT unITs | VALUE m

In this example, voltage will be applied to the Splice Bar hot wire for
4 seconds

The user also has to define the type of film being used; clear or printed. The first
Machine Controls screen (shown below) is where a user would define the type of film

being used.
HOI JOG CLEAR WRAP ON
FLIGHT BAR FLIGHT BAR FILM HEAT ON
FORWARD
From the( achine ControDscreen,
an operator can choose 3
different film “types”; Clear,
1-Block or 2-Block by repeatedly

pressing this@uttodon the HMI.

Cycling through the different types of film is accomplished by pressing and releasing
the “Film” button until the required type is shown on the screen.
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Below is an example of the differences between 1-Block and 2-Block film graphics.

1 Block 2 Block
w/ Eye Mark

z z
£
H
3
S

ARPAC
ARPAC
ARPAC
BPTW SERIES
ARPAC

BPTW SERIES

p AN N

Eye Mark Cut Line

/" The above illustration is not to scale, it is for reference purposes only. For
|noTE detailed specifications and requirements on film graphics, contact our Technical
Service or Sales Applications departments.

Both positions have a photo-eye sensor that looks across the roll to detect when the
roll is running low of film.

An operator can predetermine the number of cycles the machine will continue to run
before a fault will cause the machine to stop running.

This allows for minimizing film waste left on the core and preventing the machine
from completely running out of film which would require an operator to have to re-
thread the film.
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SETPOINT MODIFY 9

ARPAC Lifeway

n SETPOINT uNITS | VALUE m

I Film Cycles After Low Film Alarm:Roll #2 I

In this example, the machine will run for 50 cycles once a Low Film
condition is detected before stopping the machine.

e From the Set Point Modify screen, enter the desired value for each film roll
position independently.

e The number cycles is dependent on the repeat length of the film.
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2.3.2. Film Dancer Assembly

The film dancer assembly is located beneath the acceleration conveyor between the
45° air bar and the film feed assembly. The film is threaded from the 45° air bar to the
dancer assembly via guide rollers.

45 degree Film Feed

Air Bar

Figure 2-15 - Film Dancer Assembly

The dancer bar assembly is made up of a series of film guide rollers, a stationary arm
and a pivoting arm with pneumatic cylinders and proximity sensors.

Machine Overview
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Mechanical Design Features

The dancer bar assembly is designed to create a reservoir of film under constant light
tension to immediately meet the film requirements of the advancing product.

Proximity Switches
Mounting Location

Dancer Air Cylinders

'ivoting Arm & Rollers —»

Mounting Brackets
(Assembly mounts to the
Film Feed Assembly)

e Dual air-cylinders pull on the moving dancer arm to supply tension to the film.

e A reservoir tank supplies air to an air pressure regulator, which controls the
rate the air cylinders move the dancer arm, similar to air springs.

e All tension is removed from the film when the air supply is isolated.
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Control Functions

-

Product Flow

1. Web Brake Prox

2. Dancer Out Prox

3. Film Jam Prox

e As the film is pulled by the film feed drive, the pivoting dancer arm is pulled
against the air spring until it pivots in front of the dancer out proximity sensor.
This releases the brake on the active film roll allowing the film to unwind and
the dancer arm to pivot away from the proximity sensor re-applying the brake
on the film air shaft.

e If the pivoting dancer arm pivots past the dancer out proximity sensor toward
the stationary dancer arm it will be detected by the film jammed proximity
sensor. This sensor will immediately stop the cycle of the machine and an
error message will be displayed on the operator interface.

e If the pivoting dancer arm pivots too far away from the stationary arm it will
be detected by the web break proximity sensor. This sensor will immediately
stop the cycle of the machine and an error message will be displayed on the
operator interface.
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2.3.3. Film Feed Assembly

The film feed assembly is located between the dancer bar and overwrap assembly,
just below the conveyor line of the acceleration conveyor.

seEEEEEERERERS Product Flow

e i ‘
Conveyor Line : '-

Figure 2-16 - Film Feed Assembly

e Two series of pinch rollers, driven by a servo motor connected to a series of
pulleys, pulls film from the dancer assembly. These pinch rollers pull the film
tight so a knife can cut the film.

e Knife blades mounted to a shaft and controlled by another servo motor rotate
to cut the film at the precise time.

e The film registration photo-eye assembly mounts to this assembly.
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Mechanical Design Features

Film feed is accomplished by pulling the film through a pair of servo-driven pinch roll-
ers and onto another set of pinch rollers. A speed differential between the sets of
pinch rollers keeps the film taut so that the knife-bladed shaft can easily cut the film.

The sequence of operation for the film feed assembly is as follows:

e A film detect photo-eye on the acceleration conveyor detects incoming prod-
uct.

e After a time delay to allow the product to advance to the proper position, the
PLC signals the film feed servomotor to start and the film is fed.

* When operating with clear film, the servo makes the required number of rev-
olutions and then, the PLC signals the knife servo motor to cut the film. The
servo continues to run a set number of revolutions, then stops.

When running print-registered film, the servo runs until the registration photo-eye
detects the registration mark. Upon detection, the PLC signals the knife servo motor
to cut the film. The servo continues to run a set number of revolutions, then stops.

The film registration photo-eye is located is located between the dancer bar and film
feed assemblies. This photo-eye detects the registration mark on printed film. Proper
alignment of the photo-eye to the film registration mark is critical to allow the rotary
knife shaft to cut the film at the correct location and allow the flight bar to overwrap
the film around the product

The assembly consists of a photo-eye mounted on a dual-axis adjustable platform.
The horizontal adjustment of the film registration photo-eye is needed, so the
photo-eye can detect the location of different registration marks due to film type and
how the film is centered in relation to the machine.

A vertical adjustment to the position of the photo-photo-eyeeye will alter how the
film is wrapped around the product, since the photo-eye signals the PLC to stop the
servo motor and allow the rotating knife blade to cut the film

The conveyor consists of a set of acceleration rollers followed by an high-friction
rubber belt. The speed of the acceleration conveyor must be faster than the in-feed
conveyor to provide the necessary spacing between incoming products. The static
eliminator brush contacts the incoming product to ground built-up static electricity.
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2.4. Film Overwrap System

The mechanical assemblies that make up the film overwrap system include the
overwrap flight bar assembly and the transition conveyor.

Transition
Conveyor
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2.4.1. Overwrap Flight Bar

The overwrap flight bar assembly follows the acceleration conveyor.This servo
controlled assembly is designed to wrap the film around the bundle creating an
overlapping seal on the bottom of the bundle.

Figure 2-17 - Overwrap Flight Bar

Overwrap Process

The flight bar orbits around the overwrap conveyor, wrapping the film around the
product. As the product enters the overwrap conveyor, the leading edge of film is fed
up through the film feed pinch rollers in between the product and the belt. The flight
bar comes up and behind the product through a gap between the overwrap and
acceleration conveyors, holding the trailing edge of film.

Figure 2-18 - Overwrap Process 1
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Due to the speed of the flight bar and the product spacing, the flight bar overtakes
the product and drops down in front of the product in a gap between the overwrap
and transition conveyors, pulling the trailing edge of the film into the gap. As the
product passes the end gap, the trailing edge of the film laps under the product,
overlapping the leading edge of the film — wrapping the product completely in film.

Figure 2-19 - Overwrap Process 2

The film detect on flight bar photo-eye is mounted on the flight bar track. The
photo-eye signals the PLC when a film is missing to stop the machine. An air bar
mounted on the inside of the conveyor belt at the exit-end of the flight bar conveyor
blows the film free of conveyor belt and up against the underside of the product. This
prevents the film under the product from sticking to or following conveyor belt as it
returns on the underside of the conveyor. A second air bar located under the gap
following this bar also assists in film control.

Figure 2-20 - Overwrap Process 3
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Film Overwrap System

The strips of silicone belt material are positioned above the overwrap flight bars.
They put tension on the film to keep it from prematurely falling off of the flight bars
as it wraps around the product. As the product exits the overwrap conveyor it pulls
the trailing edge of the film from between the gap, creating an overlap on the bottom
of the product pack.

Figure 2-21 - Overwrap Process 4

Control Functions

A film detect photo-eye is mounted on the flight bar track. The photo-eye signals the
PLC when a film is missing to stop the machine.

An air bar mounted on the inside of the conveyor belt at the exit-end of the flight bar
conveyor blows the film free of conveyor belt and up against the underside of the
product. This prevents the film under the product from sticking to or following
conveyor belt as it returns on the underside of the conveyor. A second air bar located
under the gap following this bar also assists in film control.
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2.4.2. Transition Conveyor

The transition is a roller conveyor located between the overwrap conveyor and the
tunnel conveyor. Its purpose is to reduce the speed of the wrapped product before
entering the tunnel conveyor and to provide a smooth transition to the tunnel
conveyor without disturbing the film-wrapped around the product. The transition
conveyor consists of a series of driven and idle rollers.

This conveyor starts running when the machine is placed into the cycle mode. It is
critical to keep the conveyor rollers clean to allow the conveyor to properly transfer
the wrapped product.

Transition Rollers

Figure 2-22 - Transition Conveyor
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2.5. Shrink Tunnel

The shrink tunnel provides the heat capacity to shrink the film wrapped around the
product. Dual forced-air recirculating heaters with single speed blowers and manually
operated air louvers control the velocity and volume with which the airflow is
directed against all wrapped product surfaces.

Tunnel Louvers >

Tunnel Curtains

Tunnel Belt

Transition Rollers

Figure 2-23 - Shrink Tunnel

The shrink tunnel consists of a common air chamber with multiple temperature
zones.

The number of zones depends on the application, the product size, the type of
product and the wrapper rate.

Tunnels are heated in sections called heat zones. Depending on the application some
tunnels are equipped with more than one heat zone. Each heat zone in the tunnel has
its own heater element tray, radial blower and thermocouple mounted inside for
temperature feedback to the tunnel temperature controller. The radial blower that
moves the heated air is mounted directly above the heater element tray.

As electrical current is applied to the coils the heater element tray becomes hot. Air
drawn from the inside of the tunnel heat zone through the tunnel intake vents by the
radial blower passes through the heater element tray, thus becoming hot. The hot air
then returns to the inside of the tunnel heat zone through the exhaust vents on the
top, bottom and sides of the inside tunnel walls.
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There is a thermocouple located in each heat zone near the heater element tray. This
thermocouple connected to the corresponding temperature controller allows for
accurate temperature control of that zone.

The intake vents for each heat zone are located on the top of the tunnel. The exhaust
vents are located on the inside of the tunnel walls and under the tunnel belt. Tunnel
louvers direct the air to the sides or bottom of the tunnel.

The tunnel belt is made of individual fiberglass rods attached to a chain and sprocket
arrangement. The tunnel drive motor, located under the tunnel, drives the main
tunnel conveyor belt. Adjusting the frequency of the main tunnel drive motor
controller. The speed of this conveyor should be set slightly slower than the conveyor
feeding it. This prevents the bottom overlap seal from pulling apart.

It is also important that the products are spaced after the tunnel, as the film will be
somewhat tacky and if the products are allowed to touch each other the film
wrapped around them may become damaged.

When adjusting the speed of this conveyor the operator must also adjust the tem-
perature of the tunnel. It is important to operate this conveyor at the slowest accept-
able speed to get the job done, as the faster the conveyor runs the higher the tunnel
temperature must be kept.

At the exit end of the tunnel, a cooling section blow ambient air onto the product.
This cools the film down as it moves onto the downstream conveyor. It is important
that the products are spaced after the tunnel, as the film will be somewhat tacky and
if the products are allowed to touch each other the film wrapped around them may
become damaged.

It is important to clear any jams very quickly, as any product left in the tunnel could
be damaged or melted. All products must be removed immediately from the tunnel
in the event of a tunnel shut down. Products not removed will be damaged. The
tunnel temperature should never exceed 450°F.

ﬁWARNING

Shrink tunnel is EXTREMELY hot. Always use proper protective equipment when
clearing tunnel jams. Use an adequate length device (such as a long pole) to clear
product from tunnel. NEVER place hands or arms directly into tunnel while it is
hot. Always follow your company’s safety procedures. Failure to do so may result
in severe injury.
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Shrink Tunnel

2.5.1. Shrink Tunnel Conveyor

The tunnel conveyor simply allows the product to travel through the shrink chamber
and onto the turbo-cooling section. During normal operation, the wire mesh
conveyor belt is independently driven by its own drive motor through a chain
arrangement at the discharge end.

Drive Motor

Drive Motor

Drive Clutch

Figure 2-25 -
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2.5.2. Tunnel Blowers

The tunnel blower is an electrically controlled radial blower located at the top of the
tunnel. The purpose of the blower is to circulate heated air around the film wrapped
bundles as they travel through the tunnel.

V-Belts
& Pulleys

Blower Motor

Radial Fan
& Shaft

Figure 2-26 - Tunnel Blower (Typical)

Each zone’s dual blowers are mounted directly above the electric heater element tray.
Each blower draws air from the center of its heat zone through the electric heater
element. The heated air is returned to the tunnel heat zone through holes in the sides
and bottom of the tunnel.

Some applications require a tunnel with more than one heat zone. Each heat zone has
its own blower. The blowers draw air from the center of the tunnel through an
electric heater element tray. The heated air is then returned to the tunnel through
holes in the top, bottom and sides of the inside tunnel walls.
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Shrink Tunnel

2.5.3. Turbo Cooling Section

The turbo-cooling section mounted at the exit end of the shrink tunnel is designed to
cool off the film immediately after the product exits the tunnel shrink chamber.

Each cooling blower draws in ambient temperature air through its screened intake
and discharges air toward the traveling product as it exits the tunnel’s shrink cham-
ber.

The turbo cooling section directs ambient temperature air onto the top, sides and
ends of the product as it exits the tunnel. This cooling is adequate to ensure that the
film shrinks uniformly around the product. However, even after the product passes
the cooling section, the film around the product may still be somewhat soft or tacky.

Therefore, it is recommended that the products not be allowed to touch each other
immediately after they exit the cooling section.

Turbo Cooling

Figure 2-27 - Turbo Cooling Section
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2.5.4. Tunnel Belt Cooling Fans

The tunnel belt cooling fans consist of two fan assemblies pointed toward the shrink
tunnel conveyor. The fans are located below the tunnel conveyor. The purpose of
these fans is to cool the tunnel conveyor belt before the products enter the tunnel.

The products are wrapped in such a way that they must have air blowing on them in
all directions when they are moving through the tunnel. The cooling fan helps to keep
the tunnel belt temperature at a level so that there will be minimal opportunity for
the film to stick to it. The proper air circulation also promotes the even shrinking of
film on the products.

Tunnel Belt Fan

Figure 2-28 - Tunnel Belt Cooling Fan
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2.6. Pneumatic Supply & Control System

The pneumatic regulator assembly allows the operator to set and control the air flow
and pressure in the machine.

Air Pressure Regulator

Pressure Gauge

Dump Soft
Valve

Air Filter

| Drain Plug |

e Air Pressure Regulator - This manually adjusts the air pressure in the machine.

* Pressure Gauge - This gives a real-time reading of the air pressure in the
machine.

e Low Pressure Switch - This sets the minimum and maximum air pressure
values for machine operation and send a signal to the PLC when limits have
been reached.

e Dump Soft Valve - This allows for depressurization of the machine for shut-
down or service.

e Air Filter - This filters the air supply to the machine.

e Drain Plug - This allows for drainage of water that has been collected from the
machine’s air supply.

e Manual Shutoff Switch - This allows for manual shutoff of the machine’s air
supply. This is also where lockout/tagout is applied when necessary.
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2.7. Temperature Controllers

The BPTW is equipped with Omron E5CC temperature controllers that allow the
operator to control the temperature levels and functions of the shrink tunnel. To set
up the temperature controllers, follow the steps below.

Step 1:

Figure 2-29 Temperature Controller

DISPLAY | PARAMETER DESCRIPTIONS | SETTING
CN-t INPUT TYPE 7
d-U C/F SELECTION F
SL-H SET POINT UPPER LIMIT 500
SL-L SET POINT LOWER LIMIT 0
ATtl ALARM 1 TYPE 3
ALt2 ALARM 2 TYPE 0
ALt3 ALARM 3 TYPE 0

STEP #1: HOLD FOR AT LEAST 3 SECONDS
AND INPUT THE PARAMETERS ABOVE. CYCLE
THROUGH THE PARAMETERS USING THE

BUTTON.
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Step 2:

Step 3:

DISPLAY | PARAMETER DESCRIPTIONS | SETTING
TEMPERATURE SETTING *
Al—-1 ALARM VALUE 40%*

* VARIES FOR TUNNEL, SEAL BAR, ETC.
** 40 FOR TUNNEL, 25 FOR SEAL BAR

STEP #2: GO BACK TO THE MAIN OPERATOR
SCREEN. SET THE TEMPERATURE USING THE
ARROWS. USE THEBL'TTON TO FIND THE
PARAMETER(S) ABOVE.

DISPLAY | PARAMETER DESCRIPTIONS | SETTING
oAPt OPERATION/ADJUSTMENT 1
CPt INITIAL/COMMUNICATION 2

STEP #3: HOLD AND FOR 3 SECONDS.
SET THE PARAMTERS ABOVE.

Machine Overview
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Installation
Considerations

3.1. Overview

Due to the size and type of the equipment, disassembly of major components is
typically required for shipping. Precise installation instructions are not available, but
the following should be considered.

AWARNING

Rigging and installation of this equipment should only be performed by
personnel qualified to perform heavy equipment rigging and with the equipment
necessary to perform these types of tasks

Contact SupportPro, ARPAC’s after-market support group, if you require
additional installation assistance.
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3.1.1. Site Preparation & Other Considerations

The following has to be considered when planning for the rigging and installation of
this equipment:

e Have and review the equipment layout drawings and electrical schematics
prior to beginning this process.

e Firm, level work areas with suitable ground bearing capacity for the loads
imposed by the equipment and the machinery used to position the
equipment is required. Be sure to consider and plan for adequate space to
maneuver.

e Ensure unrestricted/uninterrupted pathways from the equipment storage
area (if not being installed upon arrival) or receiving area. Minimum clearance
of pathways to be 11’ wide by 12’ high.

e Check with local authorities regarding any zoning and/or permit
requirements. Obtaining any required permits and all taxes are the
responsibility of the end user.
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3.1.2.

Material Handling Equipment Required

The following heavy rigging equipment is necessary, at a minimum, to install this
equipment:

Forklift (Minimum 6500 Ibs Load Capacity) with extended forks and/or lifting
straps (if ceiling heights will allow) and side shift capabilities

2, In addition to the rigging equipment, you need the following tools for this
procedure:

Required
Tools °

Pry Bar, Utility Knife, Diagonal Cutters and other tools to remove
equipment from shipping crates

6’ & 8 Ladders
Machine Levels, Chalk-Lines and other marking tools

Power and Hand Tools to include: Hammer Drills for anchoring, Sockets,
Wrenches, Screwdrivers, etc.

Plenty of fasteners of various sizes, wire ties, etc.
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3.1.3. Anchoring the Equipment

The equipment is required to be anchored or secured to the floor by generally
accepted rigging practices.

Local rules, laws, requirements and generally accepted rigging principles supersede
these guidelines, but at a minimum, the following should be followed when
anchoring the equipment to the floor:

ARPAC FLANGE

Use 1/2-13 concrete anchor bolts and lagging shields. The length of the bolt is
determined by the thickness of the concrete floor. Only drill down 75% of the
concrete floor thickness as not to break through the bottom of the concrete slab.
Also, when drilling stay away a minimum of 12” from the edge of the slab and avoid
drilling through any surface cracks.

ﬁWARNING

Failure to properly secure the equipment to the floor can result in severe injury
to personnel and possible damage to the equipment.

&WARNING

The process of rigging and installing this equipment may require the temporary
removal of safety design elements. Failure to properly reinstall and to confirm
the functionality of all safety devices prior to and during the power up, start up
and commissioning could result in severe injury.
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Operation

4.1. Introduction

This chapter describes the following:

e What the controls of the machine do.
¢ How to set the controls and operate the machine.
e How to change film rolls.

e How to thread film.

/I\ WARNING

Read the Safety section found in the Introduction Chapter in this
manual before attempting to operate machine. Do not attempt to
service or enter machine while in cycle. Always follow your company’s
safety procedures. Failure to do so may result in severe injury or
death.
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4.2. Wrapper Main Disconnect Switch

The wrapper main disconnect switch, shown below, turns off all power to the
machine.

Push Handle down
to turn on

Figure 4-1 - Main Disconnect Switch
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4.3. Wrapper Controls

This section describes the various control panels found on the wrapper assemblies.

4.3.1. HMI Main Control Panel

Figure 4-2 below shows the HMI main control panel of the machine. The list that
follows describes each control.

Figure 4-2 - Wrapper Main Control Panel
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EMERGENCY STOP Push/Pull Button: Pressing this button will immediately
shut down the machine. The button must be pulled out before restarting the
machine. This button is also located at various points around the machine.

POWER ON: Pressing this button turns the machine on.

CYCLE START Button: Pressing this button will start the normal production
cycling of the machine.

CYCLE STO/RESET Button: Pressing this button stops the machine after it has
completed a full cycle. Pressing this button will also clear error messages on
the machine’s interface after the problem that caused the message has been
resolved.

PRODUCT HALT/RUN Switch: This lighted switch is used to manually halt or
start the in-feed conveyor. The HALT position disables the in-feed conveyor
from running. The RUN position enables the in-feed conveyor to run in the
normal cycle mode.

JOG Button: Pressing and holding this button will jog the machine’s conveyors
without advancing any film. The machine will stop when the button is
released. This button can only be used when the machine is not in cycle.

Operator Interface: This touch screen panel is used to change various settings
of the machine. It also displays error messages when the machine
experiences a fault or jam. Its use is covered more thoroughly later in this
chapter.
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4.3.2. Auxiliary Control Panel 1 & 2

Auxiliary control panel 1 is shown and described below. Auxiliary control panel two is
identical and located on the opposite side of the conveyor form panel 1.

1. FILM FEED ONE CYCLE Button: Pressing this button will make the machine
cycle once.

2. FILM FEED JOG Button: Pressing and holding this button will jog the
machine’s film feed without advancing product through the machine. The
machine will stop when the button is released. This button can only be used
when the machine is not in cycle.

3. CYCLE STOP/RESET Button: Pressing this button stops the machine after it
has completed a full cycle. Pressing this button will also clear error messages
on the machine’s interface after the problem that caused the message has
been resolved.

Figure 4-3 - Auxiliary Control Panel 1
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4.3.3. Auxiliary Control Panel 3

Auxiliary control panel 3 is shown and described below.

1.

EMERGENCY STOP Push/PULL Button: Pressing this button will immediately
shut down the machine. The button must be pulled out before restarting the
machine. This button is also located at various points around the machine.

CYCLE STOP/RESET Button: Pressing this button stops the machine after it
has completed a full cycle. Pressing this button will also clear error messages
on the machine’s interface after the problem that caused the message has
been resolved.

CYCLE START Button: Pressing this button will start the normal production
cycling of the machine.

PRODUCT HALT/RUN Switch: This lighted switch is used to manually halt or
start the infeed conveyor. The HALT position disables the infeed conveyor
from running. The RUN position enables the infeed conveyor to run in the
normal cycle mode.

JOG Button: Pressing and holding this button will jog the machine’s conveyors
without advancing any film. The machine will stop when the button is
released. This button can only be used when the machine is not in cycle.

Figure 4-4 - Auxiliary Control Panel 3
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4.3.4. Splice Bar Control Panel

The splice bar control panel is shown and described below.

1. FILM ROLL Switch: This switch selects which film roll is currently feeding the
machine. “1” is the outside roll; “2” is the inside roll; And None is neither roll.

2. SPLICING BAR Push/Pull Button: The splicing bar push button allows the
operator to splice a new roll of film to the existing film in the machine. The
button remains lit while the seal is made and goes out automatically when the
seal is complete. Splicing the film is covered in Splicing Film Section of this
chapter.

A
BPTVISERE

Figure 4-5 - Auxiliary Control Panel 4
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4.3.5. Shrink Tunnel Fan Controls

The shrink tunnel fans are controlled through the HMI on the main control panel.

4.3.6. Stack Light Description

The stack light shows the status of the machine and warns the operator of problems.

e Solid Red indicates an emergency stop push-pull button is tripped.

¢ Flashing Red indicates a fault or alarm situation.

e Solid Amber indicates the film is getting low.

¢ Flashing Amber indicates the machine is in the override or interlock mode.
e Solid Green indicates the machine is in the cycle mode.

¢ Flashing Green indicates the machine is going into or coming out of the cycle
mode. Also indicates that machine is in standby mode because it received an
outside signal from an upstream or downstream sensor to stop.

Figure 4-6 - Light Stack

© ARPAC, A Duravant Company



Machine Setup

4.4. Machine Setup

/I\ WARNING

Make sure you have read and understand the Safety section in the Introduction
chapter of this manual before attempting to power up or operate the machine.
Make sure all personnel are clear of the machine before powering on. Failure to

do so may result in severe injury.

ﬁWARNING

Press the EMERGENCY STOP button immediately if any hazard to personnel or the

machine is present. See section 4.4.1 for steps to recover from an E-Stop.

1. Make sure the machine is connected to its power source.

2. Make sure machine is loaded with film.

3. Make sure that proper recipe for product has been selected.
4. Turn on the main disconnect switch.

5. Pull out all EMERGENCY STOP buttons.

6. Pressthe POWER ON button.

7. Turn the PRODUCT HALT/RUN switch to RUN.

8. Turn the COOLING FAN switches on the shrink tunnel control panel ON.

9. Set the REGISTRATION MODE through the HMI (see section 4.6.4):

“0” for unregistered film
“1” for single mark registration

“2” for dual mark registration

Operation
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10. Wait for the shrink tunnel to heat up - it will take 10-20 minutes. When the

tunnel within operating range of the set temperature, the ALARM 1 indicator
in the temperature controllers will turn off (for more on information on
temperature control operation, please see the Omron E5CC manual on the
vendor CD found at the end of this manual). Normal cycling of the machine
can then be started.

11. Press the CYCLE STOP/RESET button.

12. Press the CYCLE START button.

4.4.1.

Recovering from an Emergency Stop

After pressing the EMERGENCY STOP button, do the following to reset the machine:

1.

Remove all product from machine.

Remove or resolve the cause of the emergency stop action.

Pull all the EMERGENCY STOP buttons up.

Press the CYCLE STOP/RESET button.

Press the POWER ON button on both the wrapper and the tunnel.

Press the CYCLE START button.

4-10
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4.4.2. Setting Up the Temperature Controllers

The BPTW is equipped with Omron E5CC temperature controllers that allow the
operator to control the temperature levels and functions of the shrink tunnel. For
setup procedures, please follow the steps below.

Step 1:

DISPLAY | PARAMETER DESCRIPTIONS | SETTING
CN-t INPUT TYPE 7
d-U C/F SELECTION F
SL-H SET POINT UPPER LIMIT 500
SL-L SET POINT LOWER LIMIT 0
ATlt1 ALARM 1 TYPE 3
ALt2 ALARM 2 TYPE 0
ALt3 ALARM 3 TYPE 0

STEP #1: HOLD E FOR AT LEAST 3 SECONDS

AND INPUT

THE PARAMETERS ABOVE. CYCLE

THROUGH THE PARAMETERS USING THE

BUTTON.

Operation
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Step 2:

Step 3:

DISPLAY | PARAMETER DESCRIPTIONS | SETTING
TEMPERATURE SETTING *
Al—-1 ALARM VALUE 40%*

* VARIES FOR TUNNEL, SEAL BAR, ETC.
** 40 FOR TUNNEL, 25 FOR SEAL BAR

STEP #2: GO BACK TO THE MAIN OPERATOR
SCREEN. SET THE TEMPERATURE USING THE
ARROWS. USE THEBL'TTON TO FIND THE
PARAMETER(S) ABOVE.

DISPLAY | PARAMETER DESCRIPTIONS | SETTING
0APt OPERATION /ADJUSTMENT 1
CPt INITIAL/COMMUNICATION 2

STEP #3: HOLD AND FOR 3 SECONDS.

SET THE PARAMTERS ABOVE.

4-12
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4.5. Operator Interface Introduction

The Human Machine Interface (HMI) is a color touch screen that allows the operator
to monitor and change the operation of the machine. An operator can change the
operation of the machine by modifying its setpoint values. These values are numerical
settings used by the machine’s controller/processor to execute its control program.
Setpoint values can be saved as a recipe. A recipe contains all of the setting required
to properly control the machine for a specific product(s). Using recipes permits a
single machine to be used for multiple products.

When opened most displays completely replace the current screen. However, some
displays are of the pop-up type. The displays appear overlaid on the current screen.
Usually a circular, red button with a white X is located in the corner of the pop-up
display. Press this button to close the pop-up display. Otherwise, touch anywhere on
the pop-up screen itself to close it. In general, Security, Warning, and Menu displays
are pop-up.

/I\ CAUTION

Do not use anything but your fingers to operate the HMI touchscreen. Using pens
or pencils on the touchscreen can cause damage to the screen and necessitate
costly replacement.

4.5.1. General Procedures

The following information applies to all operator interface programs. Model and/or
machine specific information is not included in this section.

4.5.2. Data Entry

The interface is equipped with two objects for data entry. Numeric and string (i.e.
text) data are inputted using the (numeric) pop-up keypad and the pop-up keyboard,
respectively. If the interface is at a sufficient security level for a particular function,
the keypad or keyboard opens when an operator touches an object calling for data
entry. In addition to buttons for entering characters, both have the following.

Operation 4-13
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0 ~ 10000

Deletes Last Character Entered

Aborts Entry & Closes Keypad

Accepts Entry & Closes Keypad

Figure 4-8 - Numeric Keypad

Deletes Last Character Entered

3 9
pEoBEaonn
aagnansan

N

Accepts Entry & Closes Keypad

: ¢

0
N\
+—

SHF | CAP || INS SC | CLR

Figure 4-9 - Alpha-Numeric Keypad
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4.6. Using the Operator Interface

The Operator Interface allows the operator to monitor and change the operation of
the machine.

4.6.1. Security Levels

There are four different security levels associated with the interface. Each progressive
level offers a deeper level of access to controlling and monitoring the machine. The
levels are as follows:

1. Basic: This level is available to all users and is active when the machine is first
turned on. This level does not allow anyone to change anything. But it does
allow the operator to view basic machine messages.

2. Operator: This level is available to trained operators of the machine. It allows
the operator to load different recipes for different products into the machine
and to change setpoints in the machine’s operation. The operator must login
to the machine and enter a password to gain access to this level.

3. Maintenance: This level is available to trained maintenance technicians. It
allows access to all functions of the machine. The technician must login to the
machine and enter a password to gain access to this level.

4. Setup: This level is only available to OEM trained technicians. It is used during
initial machine setup. The technician must login to the machine and enter a
password to gain access to this level.

Operation
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4.6.2. Logging Into Machine

In order to login into the machine, you must first have a four digit numerical password
to access the operator maintenance levels. Each level has a different password. If you
do not know the password, you can get it from your supervisor or by calling ARPAC.
The password was set when the machine was built and it cannot be changed.

1. Turnthe machine on. A boot up screen will appear for a moment and then the
Overview menu shown below will appear. If the machine was already on but
the screen is blank, touch it to activate it.

Product Count

= mm Mﬂ .Zoniﬂ{
0 | 241.0 | 2340
| s [adin 260

'4 ";u-r ( »

689.Machine Power Is Off 00 7 07 mi 03 se

Figure 4-10 - Overview Menu
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2. Press the LEVEL button next to the date and time at the top of the Overview
Menu. The login menu shown below will pop-up.

E SECURITY

LEVEL | DESCRIPTION

1 |LOAD a recipe
2 |SAVEICOPY recipes
3 | Maint. & Prod. Data
4 |Factory Setup

E LOGOUT

L

Figure 4-11 - Login In Pop-Up
3. Enter the four digit code and press ENT.

4. You are now logged in.
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|Current Recipe

4.6.3. Operator Interface Menu Group Descriptions

Menu Title
OVERVIEW

Support
Info

ARPAC

-| Security Level

Product Count

Zone #1 Zone #2 Zone #3
222.0 ‘\ 2410 2340

| Menu Buttons } : Toggle Buttons

‘{" "l'[ 'ib

00 hr 07 min 03 sec

| Fault & Alarm Messages |

Figure 4-12 - Overview Menu Call Outs

Menu Title: Is the title of the menu currently displayed.

Clock: Shows the current time and date.

Login Button: Pressing the button makes the login menu appear and allows
you to login to the machine.

Toggle Buttons: When a menu group has more than one menu, the toggle
buttons allow you to toggle between menus in the group.

Menu Group Buttons: Pressing these buttons makes various menu groups
appear. Each of these menus will be described in sections that follow.

Fault & Alarm Messages: Displays fault and alarm messages such as “Low
Film” or “Emergency Stop”.

Current Recipe: Shows the current recipe being used by the machine. A recipe
is a set of parameters (height, length, width, time, etc.) that is specific to the
type of product being run.

4-18
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4.6.4. Overview Menu Group

Main Screen Menu

Shown in figure 4-14, the Main Screen is an overall view of the machine and keeps
track of production count.

Machine Controls Menu

This menu is made up of seven buttons. The name and function of each button is
described below. Pressing them will activate the function of that button.

MACHINE CONTROLS #1
AR:AC RECIPE#1 Recipe #1 Name
e .99. :
T 3:22:35PM 5712019 SECURITY: 3
HOME JOG CLEAR WRAP ON
FLIGHT BAR FLIGHT BAR FILM HEAT ON
FORWARD
HOME B FLIGHT BAR COOLDOWN
KNIFE SERVO FLIGHT BAR BRAKE ON (PRESS TWO
REVERSE TIMES)
! !

689.Machine Power Is Off 00 hr 09 min 24 sec

Figure 4-13 - Machine Controls Menu

e Home Flight Bar: Pressing this will bring the flight bar to its home position.
e Home Knife Servo: Pressing this will bring the knife servo to its home position.

e Job Flight Bar: Pressing this button will jog the flight bar forward for .008 sec-
onds.

e Cool Down (Press Twice): This button will shut the machine down on a timer.
It will turn the heat off but continue to run the belt and fans. This is done in an
effort to preserver the tunnel belt longevity.

e Clear Film: This button changes the film cutting position. It can be changed
from Registration Mark 1; which only reads 1 block on the film. Registration
Mark 2; which reads two blocks on the film. Or Clear Film which reads no
blocks and film is cut by parameters entered.

e Flight Bar Break On/Off: The button will engage/disengage the brake on the
flight bar.

e Jog Machine: This button is used to jog all the machines mechanism.

Operation
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4.6.5. Recipes Menu Group
The Recipes Menu is where you can load and copy recipes.

Recipes contain the setpoint values for various machine functions. Each recipe is
identified by a number and name. Recipe numbers are unique and are used to select
recipes with the numeric keypad.

Factory-default setting requires login to security level 1 to load recipes and level 2 or
higher to activate all other functions in this group.

Pushing the RECIPES button will bring up the LOAD & COPY menus.

LOAD & COPY 1

® | 3:29:30 PM 5/7/2019
n RECIPE

[ 120z 28Pkg

I 120z 18Pkg LOAD FROM...

310z 12Pkg

Propel 500 ml 24Pkg

COPY FROM...

H-E -E

I
Jrc s
JE
e
—

Figure 4-14 - Recipe Load & Copy Menu 1
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Loading a Recipe

When you wish to load a recipe, you must make sure the machine is out of cycle.

1. Press LOAD FROM to open the numeric keypad. Enter the recipe number you
wish to use. Press CANCEL to clear any entry.

2. A warning pop-up will appear letting you know you are about to overwrite the
current recipe settings.

3. Click YES to load the recipe of NO to abort the operation.

Copying a Recipe

Copying a recipe overwrites the data stored in one recipe and replaces it with the
data from another recipe.

1. Press COPY FROM to open the numeric keypad and enter the recipe number
from which you wish to copy setpoints.

# The recipe you are copying information from remains unaffected by this
|noTE operation.

2. Press COPY TO to enter recipe number that you wish to copy the setpoints to
for use.
Press CANCEL to abort the operation without copying any data.

3. Press COPY to copy the recipe.

4. A warning pop-up will appear letting you know you are about to overwrite the
contents.

5. Press YES to copy the recipe data or NO to abort the operation.
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4.6.6. Setpoint Menu Group

A number of numeric values are used to control the machine. Of these, the setpoints
are those values which are directly accessed with the operator interface. Most set-
points are accessed through the screens in this menu group. However, some high-
level Setpoint Modify displays are accessed via the Maintenance Menu group.

Below each setpoint menu and description of each setpoint is outlined.

SETPOINT MODIFY 1
AR:A: RECIPE#1 120z 28Pkg

3:32:46 PM 5/7/2019 SECURITY: 4

O I I
E I Delay to Start Film Feed I 0.01in 740

Figure 4-15 - Setpoint Modify Menu 1

1. Machine Rate: This sets the production rate of the machine in bundles per
minute.

2. Delay to Start Film Feed: This sets the time delay between when the product
is detected by the product detection beam on the accumulation conveyor and
when the film feed starts feeding film. This is used to set the position of the
leading edge of the film under the bundle.

3. Delay to Start Flight Bar: This sets the distance delay between when the
product is detected by the product detection beam on the accumulation con-
veyor and when the film flight bar starts to rise engaging the film after the
bundle has moved completely onto the overwrap conveyor.

4. Reserved: These are preset programmed options that activate when addi-
tional equipment is added.

5. Product Length: This sets the length of the product.

4-22
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6.

10.

Q_?Q.Machine Pomjrer Is Off 00 hr 20 min 11 sec
Figure 4-16 - Setpoint Modify Menu 2

Product Interval: This sets the distance between the leading edge of one
product on the acceleration conveyor and the leading edge of the following
product.

Reserved: These are preset programmed options that activate when addi-
tional equipment is added.

Film Length: This sets the amount of film that will be fed out for each bundle.
The length should equal the sum of the sides, top, bottom, and film overlap
on the bottom of the bundle. This setting only applies to clear film or film
without registration marks. Film length for registered film is automatically
monitored and set by a photo eye.

Film Feed Low Speed Distance: This sets the length of film that will be fed out
before the high speed portion of the wrap cycle starts up.

Film Feed Low Speed: This sets the film feeds low speed relative to the speed
of the overwrap conveyor.

Operation
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11.

12.

13.

14.

15.

: SETPOINT MODIFY 3

I# — .. A

Figure 4-17 - Setpoint Modify Menu 3

Film Feed High Speed: This sets the film feeds high speed relative to the
speed of the overwrap conveyor. The speed is a percentage of the speed of
the overwrap conveyor.

Film Stopping Position: This sets how far the film that remains in the film
feeder will advance past the knife after a cut has been made. This should be
set so that the leading edge of the new film has emerged from the feeder and
is protruding about 1-2” onto the overwrap conveyor.

Flight Bar Height Position: This give the height at which the flight bar should
adjusted.

Flight Bar Low Speed Distance: This sets how far the flight bar will advance
before the high speed portion of the wrap cycle starts up. This distance is
typically half the length of the bundle plus the distance of the film overlap on
the bottom of the bundle.

Flight Bar Low Speed: This sets the speed of the flight bar as it travels through
the low speed portion of the wrap cycle. The speed is a percentage of the
speed of the overwrap conveyor.

4-24
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16.

17.

18.

19.

20.

Figure 4-18 - Setpoint Modify Menu 4

Flight Bar High Speed: This sets the speed of the flight bar as it travels
through the high speed portion of the wrap cycle. The speed is a percentage
of the speed of the overwrap conveyor.

Infeed Conveyor Speed Adjustment: This sets the speed of the infeed
conveyor relative to the acceleration conveyor to control product spacing.

Acceleration Conveyor Speed Adjustment: This sets the speed of the
acceleration conveyor relative to the overwrap conveyor to control product
stability.

Tunnel Belt Speed Adjustment: This sets the speed of the tunnel relative to
the transitional conveyor speed. It should always be set to around 85%.
Although the tunnel speed is set lower than the overwrap conveyor, the
product will not back up because the gap between the incoming bundles
compensates for the slower conveyor.

Transition Conveyor Speed Adjustment: This sets the speed of the transition
conveyor relative to the speed of the tunnel conveyor to control spacing
between products.

Operation
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21.

22.

23.

24.

25.

Figure 4-19 - Setpoint Modify Menu 5

Knife Speed Adjustment: This sets the speed of the knife relative to its base
speed. Adjusting this speed helps eliminate bunching of the film behind the
knife (if to slow) or tearing of the film (if to fast). This is an inverse adjustment
- a higher setting results in a lower knife speed and vice versa.

Cooling Conveyor Speed Adjustment: This sets the speed of the cooling
conveyor relative to the tray turner. This allows for increased spacing within
product as needed.

Tray Turner Left Speed Adjustment: This sets the speed of the tray turner to
allow for proper conveyance of different size products.

Tray Turner Left Right Adjustment: This sets the speed of the tray turner to
allow for proper conveyance of different size products.

Print Conveyor Speed Adjustment: This sets the speed of the print conveyor
to accommodate various printer speeds.
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SETPOINT MODIFY 6 .

AmRPAC RECIFE#11202 28Pkg

3:35:57 PM 5/7/2019 'SECURITY: 4 |

= .
n SETPOINT UNITS | VALUE m

Figure 4-20 - Setpoint Modify Menu 6

26. Wrapper OFF Mode Speed: This sets the speed of all conveyors when the
machine is in bypass mode.

27. Product Length Variance Allowed: This sets the amount of time product is
detected by the product detect skewed photo-eye to accommodate different

size products.

28. Registration Minimum Position: Sets the amount of film that is ignored by
the film registration photo-eye before it begins looking for the next cut point.

29. Spare: Not Used

30. Spare: Not Used
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A

<%
| 4
NOTE

Parameter numbers 31 - 40 have been disabled as they are not required for
operation on this machine.

31

32.

33.

34.

35.

36.

37.

38.

39.

40.

. Disabled:

Disabled:

Disabled:

Disabled:

Disabled:

Disabled:

Disabled:

Disabled:

Disabled:

Disabled:

Not required
Not required
Not required
Not required
Not required
Not required
Not required
Not required
Not required

Not required
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4.6.7. Maintenance Menu Group

The Maintenance Menu group consists of nine menus. They are used to control vari-
ous maintenance functions of the machine and are only accessible by using the main-
tenance password. Each menu is described below.

Main Screen

ARPAC

SECURITY LOGOUT CYCLE MODE

DELAY (MIN) - ‘
Enter zero to disable. .
L

HMI Password to access

of the Windows CE Desktop STATIC
Arpac1107 ELIMINATOR ON

Challenge
arpac9555

HMI TERMINAL
DIAGNOSTICS ot
LIST

Factory talk Studio revision 10.00
ME Station 10.0.9.290
Runtime application 10.0
05/03/2019

Figure 4-21 - Maintenance Main Menu

e Security Logout Delay:
Is the preset for the automatic logout timer. This timer starts when a valid
security code is entered. Once the timer is complete, the logout function is
executed automatically: security access is retuned to level O (Default).

e Override Interlocks:
This maintained push button toggles the machine between Interlocks Over-
ride Enable and Disable modes. When override interlocks is enabled, condi-
tions that usually prevent machine operation (e.g. downstream unavailable)
are suppressed.

e Dry Cycle:
This maintained pus button toggles the machine between Dry Cycle Enable
and Disable modes. When dry cycle is enabled, the machine performs its
packaging cycle in an automatic, repeating manner regardless of the presence
of product or consumable (e.g. film or corrugate). Also any faults resulting
from the absence of product or consumable are suppressed.
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HMI Terminal Diagnostics List:

Pressing the goto-display button opens the screen containing the terminal
diagnostic log. Information in this list is only required for advanced trouble-
shooting.

Wrap/Heat On/Off: This button cycles through three options. Wrap On/Heat
On should be activated when running machine for product. Wrap On/Heat Off
will wrap the product with film but the heat in the tunnel is off so it will not
shrink. Lastly, Wrap Off/Heat Off will run the conveyor belts only.

Factory Setup: This button give the operator access to change setpoint/recipe
names.

Static Eliminator ON/OFF: Bar that extends along the width of the film that
has an electrical change in it in order to dismiss the static created by the film
role.
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Alarm Status

This menu contains a quantitative log of the machine faults. The number of times that
the alarm has been activated (since the last reset), the net time that the alarm has
been active (since the last reset), and the alarm messages are shown in the first,
second, and third columns, respectively.

ARPAC

QTY ALARM TIME
00:00:00
00:00:00
00:00:00
00:00:00
00:00:00
00:00:00
00:00:00
00:00:00
00:00:00
00:00:00
00:00:00
00:00:00
00:00:00

0
0
0
0
0
0
0
0
0
0
0
0
0

® @

ALARM STATUS

RECIPE#1 120z 28Pkg

3:40:37 PM 5/7/2019 SECURITY: 4

MESSAGE
328 Cool Down
329 Low Air Pressure
_Film Feed Film Jammed Prox Sensor Activated

innel Temperature Too Low

t Tunnel Zone Low Temperature

d Tunnel Zone Low Temperature

Tunnel Zone Low Temperature

t Plate Low Temperature
415 Wrapper Stopped Due To Low Film Condition
422 Film Web Broken Or Dancer Too Low
423 Detect No Film On Overwrap Flight Bar
426 Film Jammed
427 Film Roll Is Not Selected

LASTRESET

Tuesday, May 7, 2019 3:13:00 PM

Figure 4-22 - Alarm Status Menu

Q@ 00O O

e Print: The printer icon is used to print the outputs of the log.

l NOTE

/ The operator interface program requires configuration at the factory for printing.

e Erase/Reset: Resets the quantity and alarm time for all entries in the log.

e Last Reset: Shows the timestamp from the last erase/reset of the log.

e Scroll Up, Scroll Down, Page Up, and Page Down: Buttons that are used to
navigate through the log entries.

Operation
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Alarm History

This menu contains a historical log of the machine’s faults. The time that the alarm
was activated, the time the alarm was acknowledged, and the alarm messages are
shown in the first, second, and third columns, respectively.

ALARM HISTORY

3:40:01 PM 5/7/2019 SECURITY: 4 E

LARM ACKNOWLEGED MESSAGE
3:13:08 PM 5/7/2019 689.Machine Power Is Off

689.Machine Power Is Off 00 hr 26 min 50

Figure 4-23 - Alarm History Menu

e Print: The printer icon is used to print the outputs of the log.

/ The operator interface program requires configuration at the factory for printing.

l NOTE

e Erase: Deletes all entries in the log.
e Sort: Toggles between organizing the log by alarm time or by message.

e Acknowledge: Push the currently high-lighted alarm. Alarm acknowledgment
is a method for an operator to indicate that an active alarm condition is being
addressed. Resetting a fault acknowledges the associated alarm.

e Acknowledge All: To acknowledge all alarms at once.

e Scroll Up, Scroll Down, Page Up, and Page Down: Buttons that are used to
navigate through the log entries.
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Timers & Counters

This screen allows an operator to access the control program timers and counters.

To change which timer or counter is displayed, press TIMER NUMBER or COUNTER
NUMBER in the left-hand column. This open a keypad.

Press PRESET to open the keypad for changing this value.

The accumulated value of the selected timer and counter are shown in the right-hand

column.

CS5[ w9 |1 PRE= 1 ACC= 0

Figure 4-24 - Timers & Counters Menu

Operation
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Setpoint Modify (Maintenance Level)

These setpoint modify parameters require a maintenance level password to adjust
them.

SETPOINT MODIFY 9

| ARPAC

3:52 9

SETPOINT units | vaLue §§Z§

Figure 4-25 - Setpoint Modify Menu 9

41. Spare: Not used.
42. Flight Bar Home Offset: This sets the flight bar’s starting position.

43. Film Cycles After Low Film Alarm Roll #1: This sets the number of times the
machine will cycle after detecting low film on roll #1.

44. Film Cycles After Low Film Alarm Roll #2: This sets the number of times the
machine will cycle after detecting low film on roll #2.

45. Splicing Dwell Time: This set s the duration that the splice bar carries a cur-
rent.
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SETPOINT MODIFY 10
Aﬂ RECIPE#H 120z Zlﬂ’kg

Figure 4-26 - Setpoint Modify Menu 10

46. Knife Home Offset: This is the defined position of the knife after homing it.
47. Spare: Not used.

48. Conveyor Jog Speed: This sets the speed at which the conveyor jogs when
manually engaged.

49. Spare: Not used.

50. Film Feed Jog Speed: This sets the speed at which the film feed jogs when
manually engaged.
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SETPOINT MODIFY 11

RECIPE #1 120z 28Pkg
B 3:54:18 PM 5712019

n SETPOINT UNITS | VALUE m

689.Machine Power Is Off 00 hr 41 min

Figure 4-27 - Setpoint Modify Menu 11

51. Tunnel Maximum Backup Delay: Used to detect a jam after the tunnel.
52. Disabled: Not required.

53. Spare: Not used.

54. Spare: Not used.

55. Spare: Not used.

4-36 © ARPAC, A Duravant Company



Using the Operator Interface

SETPOINT MODIFY 12

RECIPE #1 120z 28Pkg

1 = Free :
St | 3:55:00 PM 5/7/2019 m

] =

689.Machine Power Is Off

Figure 4-28 - Setpoint Modify Menu 12
56. Spare: Not used.
57. Spare: Not used.
58. Spare: Not used.

59. Spare: Not used.
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PLC Chassis

The PLC chassis is used to check what electrical components are functioning or not
functioning without having to open the main electrical cabinet. Click on the chassis
numbers to access that PLC's menu.

. PLC & POINT IO CHASSIS

RECIPE#1 1202 ZBFkg

3 41 13 PM 5ﬂf2019

689.Machine Power Is Off 00 hr 28 min 02 s

Figure 4-29 - PLC Chassis Main Menu

Module 1: o
DC Inputs

00 |:| Master Contral Relay

01 [] Overwrap Safety Relay

02 [] Film Feed/Knife Safety Relay

03 |:| E-Stop #1 Operator Interface

04 D E-Stop #2 Wrapper Aux

05[] E-Stop#3

06 [_] E-Stop 4

07 |:| Spare

08 . 1st Heater Low Temperature

09 . 2nd Heater Low Temperature

10 . 3rd Heater Low Temperature

" . Blower Motors Circuit Breakers OK

12 I:‘ Spare

13 [I] Tunnel Backup PE

14 . Downstream Interlock

15 I:‘ Line E-Stop

Module 3: o
DC Inputs

00 [ Air Conditioner OK.

01 |:| Static Eliminator OK L

02 [ Product Before Flight Bar PE

03 . Product On Roller Conveyor

04 [_| Detect Mo Film On Flight Bar PE

¥ m - 05 |:| Low Film Supply Roll #1 PE

06 [] Low Film Supply Rell #2 PE

07 . Dancer Out PRX

08 [_] Film Jammed PRX

09 [_| Web Break PRX

10 . Overwrap Torque Limiter PRX

1 |:| Spare

12 . Downstream Clear 1 PE

13 I:‘ Downstream Clear 2 PE

14 |:| Spare

15 |:| Spare

PLC & POINT IO CHASSI
#1 120z 28Pkg

3:43:05 PM 5/7/2019

689.Machine Power |s Off 00 hr 29 min 54 sec

Figure 4-30 - PLC Chassis Menu 1
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Module 4:
DC Inputs
00 D Spare
01 [] Door #1
02 [] Door#2
03 ] Door #3
04 [] Door#4
05 [ Door #5 Knife
06 I:‘ Spare
07 |:| Spare
08 |:| Spare
09 |:| Spare
10 |:| Spare
" |:| Spare
12 |:| Spare
13[_] Pull Cord #1 Downstream
14 [] Pull Cord #2 Downstream
15 D Spare

Module 2:
DC Inputs

00 . Film Roll #1 Selector Switch
01 D Film Roll #2 Selector Switch
02 D Spare

03 ] Cycle Start PB HMI

04 [ Cycle Stop PB Right

Qs

05 [_] Film One Cycle Py s
06 [ Halt/Run Sel. Switch HWI

07 D Jog Conveyor PB

08 D Spare

09 . Halt/Run Sel. Switch (Opposite)
10 [_] Splice Bar PB

11 [_] Jog Film PB Control Side

12 D Spare

13 D Spare

14 D Spare

15 . Air Pressure In Range

Module 5:
DC Outputs o

4 00 D Spare
401 ] Film Roll #1 Brake SV

02 [_] Film Roll #2 Brake SV
03 D Spare
04 D Air Bearing Nose Bar SV

08 D Spare
07 [_] Cool Down Relay

8 [] MCR Of After Cool Down Relay
09 . Flight Bar Brake Release Relay
10 D Film Splicing Bar Relay & Lights
" D Spare
12 D Cycle On Green Lights
13 [ Alarm Red Stack Light
14 [ ] Warmning Yellow Stack Light

689.Machine Power Is Off

Module 6:
Relay Outputs

o

00 I:‘ Master Air Supply Dancer Cyl

01 [_] Film Splicing Bar VLV

02 |:| Tunnel Belt Fan Front CR
03 I:‘ Tunnel Belt Fan Middle CR
04 [ ] Tunnel Belt Fan Back CR
05 [_] Safety Relay Reset

06 . Spare

o7 |:| Static Elimnator Power

08 [] Door Lock CR

09 [_] Heat On CR

0 |:| Spare

1 I:‘ Spare

12 I:l Spare

13 |:| Spare

14 I:‘ Spare

15 I:l Upstream Interlock

Figure 4-32 - PLC Chassis Menu 3

Operation
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4.6.8. Production Data Menu Group

The Production Data Menu group consists of two menus. They are used to monitor
production data. Each menu is described below.

Production Data Menu

TR —

Sosampusmaots | swcourr 4 |

1st 3rd Total Total

Shift Shift Today Yesterday
HEN I I N N
| e o f o fw] w]
ICH EEN 0N ECN iCN

CURRENT ALL

Run Time (In Cycle)
Idle Time (Ready)
Product Count

NOTE:

Run Time and Idle Time
are in minutes.

Figure 4-33 - Production Data Menu Screen

Run Time (In Cycle): This shows the number of minutes the machine has been
in cycle (producing product) on a per shift and per day basis. The total tally
from the previous day is also shown.

Idle Time (Ready): This shows the number of minutes the machine has been
idle (not producing product) on a per shift and per day basis. The total tally
from the previous day is also shown.

Production Count: This shows the number of products the machine has pro-
duced on a per shift and per day basis. The total tally from the previous day is
also shown.

4-40
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Using the Operator Interface

Production Data Settings

This shows the start and stop times of the three daily shifts. The times are shown is
24-hour format. The start and stop times can be changed by pressing the number
values and reentering a new time in the pop-up menu that appears.

SETTINGS

[ =encuisni

'|RECIPE#1 120z 28Pkg

3:59:06 PM 5/7/2019

! SECURITY: 4 !

Start

Finish

Shift #1 6:00 am 2:00 pm
m 2:00 pm 10:00 pm
Shift #3 10:00 pm 6:00 am

NOTE: Set Start and Finish to zero to disable Shift.

_689 Machine Power Is Off _

Figure 4-34 - Production Data Settings Menu Screen

Operation
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4.7. Film

4.7.1. Loading Film Roll

Install new film roll as follows:

Before attempting to perform the following procedure, make sure EMERGENCY
STOP button is engaged and machine is not in cycle. Always follow your
company’s safety procedures. Failure to do so may result in serious injury.

1. Press EMERGENCY STOP button on machine to disable machine.

2. Turn FILM ROLL switch to OFF (Figure 4-35).

Figure 4-35 - Film Rack Switch
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Film

3. Insert air nozzle into film shaft to release air from shaft. Don’t press the
nozzle’s lever to add air — just press the nozzle tip against the shaft valve to
release the air in the shaft. This air pressure in the shaft activates a clamp that
clamps the shaft to the roll. The purpose of this step is to release this pressure
so that the roll can be slid off of the shaft (Figure 4-36).

Figure 4-36 - Releasing Shaft Air Pressure

4. Remove the empty film roll and air film shaft from the film rack.

5. Insert shaft into new film roll. Make sure that shaft is oriented so that its
slotted end is on the side shown and the film unrolls in the direction shown.
As the diagram shows, the direction in which the film unrolls depends on
whether the print image on the film is on the inside or outside of the film. For
clear films, it does not matter which direction the film unrolls (Figure 4-37).

Figure 4-37 - Film Orientation
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6. Check that the film roll is centered on the film roll air shaft by measuring the
distance from the film roll core to the edge of the film shaft. This distance
should be the same on each end. Adjust as required.

# Itis much easier to center the film on the film roll air shaft before placing it on the
wore  film rack.

> N L U A

Figure 4-38 - Centering film Roll

7. Turn the air motor shaft (1) so that it is in vertical position.

Figure 4-39 - Air Motor Shaft Positioning
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Film

8. Place new film roll and shaft on empty portion of rack as shown below. Make
sure the slotted end of the shaft mates with the air motor shaft as shown in
Figure 4-39. The roll can go into either front or rear positions — whichever is

empty.

Roll Placement

Figure 4-40 - Loading Roll

9. Insert air nozzle into shaft and inflate shaft so that shaft clamps lock onto roll.

Figure 4-41 - Inflating Shaft
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4.7.2. Splicing Film

This section describes how to splice the film from a full film roll to the trailing edge of
film already threaded in the machine. This procedure allows the film to be quickly
replaced when it runs out. This is because the film does not have to be completely
rethreaded into the machine.

? g@ - Utility Knife

Required
Tools

The cutting wire on this assembly is electrically connected and becomes hot
when enabled. DO not touch this wire at any time you may get seriously burned.

1. Turn FILM ROLL switch on the film rack control panel to OFF (Figure 4-42).

Figure 4-42 - Film Rack Switch

2. Make sure that spare roll position has a roll loaded into it. If not, load a roll
according to Section 4.7.1 Loading Film Roll.

3. Squarely cut the old film away from the old roll.
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Film

4. Move the weight rods on the splice bar to the up position.

Figure 4-43 - Weight Rods

5. Thread the leading edge of the new film roll under the weight rods and
through the splice bar seal area.

Figure 4-44 - Feeding New Film

Operation
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6. Lower the weight rod on the same side as the new film roll.

Figure 4-45 - Lowering Weight Rod

7. Feed the trailing edge of the old film roll under the weight bar and through
the splice seal area.

Figure 4-46 - Feeding OId Film Roll
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Film

8. Lower the weight bar on the same side as the old film roll.

The splice wire remains very hot for a few seconds after splicing.

9. The splice bar requires a two-handed control to operate. Push both splice bar
buttons on the film rack at the same time to engage the splice bar and initiate
the splicing process.

S ‘4

{ 4 'e\ ‘}‘!*x y

Figure 4-47 - Splicing Film

10. After the seal bar has raised and the splice bar lights are off, remove scrap
film.

11. Manually roll any slack film back onto roll.
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12. Set the FILM ROLL selector switch to position 1 or 2 - depending on the film
roll that will be supplying the machine with film.

Figure 4-48 - Select New Roll

If the film roll selector switch is not set to the correct position, the active film roll
|No1-E will not turn.

13. Restart production.

14. Add new roll to spare position on film rack.

4-50 © ARPAC, A Duravant Company



Film

4.7.3. Film Threading

This procedure is for installing film for the first time or when changing the type of film
to be run. If your machine is running low on film and you simply need to add more of
the same type film, refer to Film Splicing Section 4.7.2 of this chapter. It is a much
easier and quicker way to add film to the machine.

AWARMNG

Make sure machine’s main power disconnect switch is turned OFF before
performing the following procedures. Failure to do so may result in severe injury.

1. Place the main power disconnect switch to the OFF position.
2. Manually remove any film currently in the system.

3. Load the film roll required for the new job onto the film rack according to
Film Loading Section 4.7.1 of this chapter.

4. Open and latch the acceleration conveyor to expose the film feed system.

Figure 4-49 - Film Feed System

Operation
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5. Thread the film past the first roller and the 45° bar.

First Roller

Figure 4-50 - First Roller & 45° Bar
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Film

6. Thread the film through the rollers as shown below.

AR/

BPTW FILM THREADING DIAGRAM

1.Red—for film Ig up to 20"
2.Blue—for film Ig 20"-30"

l |

J%LL
Q J O

VIEWED FROM RIGHT SIDE

l DANCER BARS [KuFE
O, PINCH
O ROLLER:
o

>

()3

o578,

C

FILM PHOTO—EYE-

SPLICING BAR

FILM_ROLL
SUPPLY

Lo

45" AIR BAR

VIEWED FROM INFLOW DIRECTION
FOR RH FILM RACK

Frs0s1-PTY
J

INRFIANG

BPTW FILM THREADING DIAGRAM
KNIFE

DANCER BARS

1.Red—for film Ig up to 20"
2.Blue—for film Ig 20”-30"

‘ 45 AR BAR

VIEWED FROM LEFT SIDE

SPLICING BAR

FILM_ROLL
SUPPLY

Lf

45" AIR BAR

VIEWED FROM INFLOW DIRECTION
FOR RH FILM RACK

PLooes-apTY

Figure 4-51 - Film Threading Diagram

7. Feed the film into the first set of film feed rollers by rotating the film feed
hand wheel COUNTERCLOCKWISE.

Film Feed
Hand Wheel

Figure 4-52 - Film Feed Hand Wheel

Operation
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8. Carefully feed the leading edge of the film across the knife mechanism and
between the second set of film feed rollers.

Check that the film lies flat, with no fold-overs, in the system and that about two

inches of film extends past the center of the second set of film rollers (towards
the knife).

9. Use the HMI to set the film registration mode depending on the type of film
used (clear, one registration mark, or two registration marks).

10. If loading registered film, adjust the position of the film registration photo eye
so that it is aligned to correctly to see the film registration mark.

|

o))

<

&
3
F'S
=
F

Figure 4-53 - Registration Photo Eye Adjustment
11. Close the acceleration conveyor to cover the film feed assembly.
12. Close the dancer bar doors.
13. Place the MAIN POWER DISCONNECT to the ON position.

14. Press the POWER ON push button.
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Film

15. Press the FILM FEED ONE CYCLE push button to feed one length of film.

Do not allow the film to enter the tunnel.

The distance from the knife blade to the film registration photo eye
should be equal to the distance from the film registration photo eye to
the actual cut. All printed film must have at least a 3”-long un-printed
zone where the ends will be overlapped under the product. If the rotat-
ing knife is cutting too early, adjust the vertical position of the film reg-
istration photo eye by moving it up. If the rotating knife is cutting too
late, adjust the vertical position of the film registration photo eye by
moving it down.

16. Press the FILM FEED JOG push button until the film feeds flat and unwrinkled
from the gap preceding the overwrap conveyor.

17. Press the FILM FEED ONE CYCLE push button to feed one length of the film.
Observe the film length for quality and print registration.

18. When the film is feeding satisfactorily, perform the quick start up procedure.

Operation
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Maintenance

5.1. Chapter Overview

%

Required
Tools

This chapter contains various procedures necessary to maintain the proper function

and longevity of the BPTW Series. This chapter is divided into a preventative
maintenance section and a corrective maintenance section.

AWARNING

The following procedures should only be performed after the machine
has been turned off, allowed to cool down, and the air pressure has
been released. Be sure to follow your company’s lockout/tagout
procedures and all other safety procedures. Always wear safety
glasses and other required protective equipment at all times. Failure to

do so may result in severe injury or death.

To complete the maintenance procedures described in the following sections, you
will need a variety of tools. Since certain parts may be customized on certain
machines, it is recommended that you have all the tools listed below on hand
before beginning any of the maintenance procedures:

- Standard open-end wrench set - Standard Allen key set
- Phillips screw driver set - Needle-nose pliers

- Diagonal cutting pliers - Utility knife

- Glass cleaning spray & warm soapy water - Soft dry cloth
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5.2. Preventative Maintenance Schedule

#
P

| 4
NOTE

Due to varying operating conditions, the procedures listed in this section may have
to be performed more or less frequently. You may be required to adjust intervals
according to your production environment and machine’s performance.

When To Do It:
*U)
=
> |2 | |8
= o =} =
: 8|2 |§ |o
What To Do: 2 |s >
()
>
w
Perform Walk Around Safety Inspection X
Clean External Surfaces
Check EMERGENCY STOP Button For Proper X
Operation
Drain Air Filter Bowl X
Inspect Shrink Tunnel X
Inspect Film Feed Drive Rollers
Clean Photo-Eyes
Inspect Conveyor belts X
Grease Zerk Fittings
Lubricate Overwrap Chain
Inspect Tunnel Curtains for Damage
Replace Air Filter Element
Inspect Heater Coils

Table 5-1 - Preventative Maintenance Schedule
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Lubrication

5.3. Lu

brication

5.3.1. Chain Lubrication & Care

Proper lubrication is critical in achieving the maximum wear life of any roller chain. As
the chain articulates around the sprockets, the pin and bushing wear. This wearing
causes the elongation, or “stretch”, in the chain. Lubrication of these surfaces through
proper lube application can greatly increase the wear life of the chain.

Recommended Lubricants

Ambient temperature: 20-40 F - SUS Viscosity 100 F of 200-400, SAE Engine oil of 20
Weight, SAE Gear Oil 80 W, I1SO 46 or 68, and AGMA lubrication 1 or 2.

Ambient temperature: 40-100 F - SUS Viscosity 400-650, SAE Engine oil of 30 Weight,
SAE Gear Oil 85 W, ISO 100, and AGMA lubrication 3.

Ambient Temperature 100-120 F - SUS Viscosity 650-950, SAE Engine oil of 40 Weight,
SAE Gear Oil 90, ISO 150, and AGMA lubrication 4.

Ambient Temperature 120-140 F - SUS Viscosity 950-1450, SAE Engine oil of 50
Weight, SAE Gear Oil 90, ISO 220, and AGMA lubrication 5.

5.3.2. Bearing Lubrication & Care

Food Grade

LUBRIPLATE SFL-2 is a synthetic multi-purpose food-grade grease, which can be used
throughout most modern food processing plants for most all grease lubrication
requirements. This product has an approximate operating temperature range of -25
to 400°F. (white in color).

Non-Food Grade

MULTIPLEX RED #2 lithium complex grease developed for the lubrication of automo-
tive and industrial equipment operating under heavy loads and at moderate to high
temperatures. It is particularly recommended for use in applications that are too
severe or require higher performance than provided by conventional extreme-pres-
sure lithium greases.

These are just brands, there are many other comparable brands which can be used on
industrial equipment use in secondary packaging.

They only need to be comparable in temperature range, viscosity, and application
(food grade or not).
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5.3.3. Daily Maintenance

The following tasks should be performed on a daily basis to ensure optimal operation,
safety and machine life.

ﬁWARNING

The following procedures should only be performed after the machine
has been turned off, allowed to cool down, and the air pressure has
been released. Be sure to follow your company’s lockout/tagout
procedures and all other safety procedures. Always wear safety
glasses and other required protective equipment at all times. Failure to

do so may result in severe injury or death.

e Daily Safety Inspection: Make sure all areas in and around the machine are
clear of any debris or obstacles. Check underneath and around the machine
for any hardware that may have come loose. Have a qualified technician
replace any missing parts. Check all of the basic settings of the machine
including: the seal jaw opening, seal jaw pressure, seal bar temperature
setting, etc. Run the machine and listen carefully for any unusual noises.
Watch for any unusual motion. Stop the machine immediately and have a
gualified technician diagnose and repair any problems with the machine.

e Clean External Surfaces: Clean in and around the machine with a soft rag and
warm soapy water. Wipe down and dry machine. Do not use any abrasive or
flammable solvents.

e Check E-Stop Buttons: Check the operation of all safety features including
cover safeties, E-Stops, etc.

e Inspect Shrink Tunnel: Check tunnel for film buildup and function of tunnel
light. Remove melted film and replace tunnel light as needed.

e Drain Air Filter Bowl: Empty any water that has accumulated in the air filter
drainage bowl. Make sure air is connected and machine is on but not running.
Turn the drain plug at the bottom of the air cylinder 1/4 turn and let water
drain out. Turn plug back 1/4 turn to stop flow and wipe up expelled water.
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Lubrication

5.3.4. Weekly Maintenance

The following tasks should be performed on a weekly basis to ensure optimal
operation, safety and machine life.

Inspect Film Feed System and Drive Rollers: Remove covers and check chain
tension and alignment. Inspect sprockets for wear and make sure they are
secure with keys in place. Make sure all fasteners are tight and that all
mechanical linkage components are secure. Inspect all rollers. Make sure they
are properly located and secure. Check roller bearings and perform
maintenance as needed.

Inspect Conveyor Belts: Check the traveling belt for proper tracking. There
are two adjustment bolts underneath the exit assembly. Inspect inverter,
belts, and transfer plates. Make sure they are level to each other. Check the
tension of the side seal belt as well as the traveling belt. Check belts for
excessive wear. Adjust as necessary.

Clean Photo-Eyes: To clean the photo eye spray a small amount of window
cleaner on it and wipe it clean with a cleaning wipe.

5.3.5. Monthly Maintenance

The following tasks should be performed on a monthly basis to ensure optimal
operation, safety and machine life.

Lubricate Zerk Fittings and Drive Chains: Inspect and lubricate all sprockets,
bearings, lubrication ports and chains.

Clean: Excessive grease and debris in and around any moving parts of the
machine (See Lubrication Schedule for recommended lubricants).

Inspect Tunnel Curtains for Damage: The tunnel curtains should be checked
for signs of excessive wear or damage.

5.3.6. Every 6 Months

The following tasks should be performed on a monthly basis to ensure optimal
operation, safety and machine life.

Inspect Heater Coils: Inspect the heater coils for damage or broken coils, insu-
lators and connecting straps.

Replace Air Filter Element: Replace the machine’s air filter element.
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5.4. Preventative Maintenance Procedures

AWARNING

The following procedures should only be performed after the machine
has been turned off, allowed to cool down, and the air pressure has
been released. Be sure to follow your company’s lockout/tagout
procedures and all other safety procedures. Always wear safety
glasses and other required protective equipment at all times. Failure to
do so may result in severe injury or death.

5.4.1. Daily Maintenance Procedures

Walk Around Safety Inspection

At the beginning of each day, do a daily safety inspection of the machine and its
surrounding area. Pick up any trash or obstacles around the machine. Wipe up any
grease or spills.

Clean External Surfaces

Use cleaning wipes and warm soapy water to clean external surfaces of the machine.

Check Emergency Stop Button

1. With the machine cycling, press the EMERGENCY STOP button.
2. The machine should stop immediately.

3. Pull button back up and press CYCLE STOP/RESET button to reset.
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Preventative Maintenance Procedures

Draining Air Filter Bowl!

1. Make sure that air is connected to machine and machine is turned on but not

running.

2. Turndrain plug 1/4 turn and let water drain out.

3. Turn drain plug back 1/4 turn to stop air flow.

4. Wipe up expelled water.

Pressure Gauge

Air Pressure Regulator

Dump Soft
Valve

Low Pressure Switch I

' | Manual Shutoff

Drain Plug

Inspecting Shrink Tunnel

Figure 5-1 - Pneumatic Controls

1. Turn off machine’s main disconnect switch. Let shrink tunnel cool to room
temperature.

2. Inspect inside of shrink tunnel as shown below. Remove any foreign objects
or melted film.

3. Turn main disconnect switch back on.

Periodic Maintenance
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5.4.2. Weekly Maintenance

Inspecting Film Feed Drive Rollers

Turn off machine’s main disconnect switch and apply LOTO.
Lift acceleration conveyor up and latch into place with hooks.

Inspect drive rollers. Remove any dirt, objects or melted film.

Lower conveyor.

LA A

Turn main disconnect switch back on.

Cleaning Photo Eyes

1. Turn off machine’s main disconnect switch and apply LOTO.

2. Spray a small amount of window cleaning solution to the face of each photo-

eye (See lllustrated Parts List chapter for a map of photo-eyes) and dry photo-
eye with a soft cloth.

3. Turn main disconnect switch back on.

© ARPAC, A Duravant Company



Preventative Maintenance Procedures

5.4.3. Monthly Maintenance

Inspecting Conveyor Belts

1. Turn off machine’s main disconnect switch and apply LOTO.
2. Inspect conveyor belts. Remove any dirt, objects or melted film.

3. Turn main disconnect switch back on.

Greasing Zerk Fittings

1. Turn off machine’s main disconnect switch and apply LOTO.

2. Apply one pump of grease to each fitting on grease manifolds. Read label next
to manifold for special instructions

3. Wipe up excess grease.

Lubricating Overwrap Chain

Turn off machine’s main disconnect switch and apply LOTO.
Lightly but thoroughly apply oil to chains (1 in Figure 4) with brush.

Wipe up excess or spilled oil.

A

Reattach cover and turn main disconnect switch back on.

Inspecting Tunnel Curtains

1. Turn main disconnect switch off and apply LOTO.
2. Check tunnel curtains for any damage or tearing. Replace as required.

3. Turn main disconnect switch back on.
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[l

LI

LI

L—{ Tunnel Drive Shaft|

Tunnel Blower
Bearings

| Zerk Fittings 45-47

i
:

pb—— [ Tunnel Idler Roller

NI

| Zerk Fittings 1-12

Zerk Fittings 13-16

. I.—[2erk Fittings 17-44

Figure 5-2 - Lubrication Points
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Preventative Maintenance Procedures

5.4.4. Every 6 Months

The following procedures should only be performed after the machine
has been turned off, allowed to cool down, and the air pressure has
been released. Be sure to follow your company’s lockout/tagout
procedures and all other safety procedures. Always wear safety
glasses and other required protective equipment at all times. Failure to
do so may result in severe injury or death.

Replace Air Filter Element

Part Required:
e Numatics EKF32B 5 Micron Filter Element

1. Turn off main shutoff valve by turning it counterclockwise.

2. Press down on tab.

Figure 5-3 - Tab
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3. Still pressing on tab, turn bowl so that tab aligns with mark.

Figure 5-4 - Turning Bow/

4. Pull bowl off of filter body.

Figure 5-5 - Removing Bowl
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Preventative Maintenance Procedures

5. Unscrew baffle and pull filter element off of filter body.

Figure 5-6 - Removing Filter Element

6. Reverse step to reassemble.
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Inspecting Heater Coils

ﬁWARNING

The following procedures should only be performed after the machine
has been turned off, allowed to cool down, and the air pressure has
been released. Be sure to follow your company’s lockout/tagout
procedures and all other safety procedures. Always wear safety
glasses and other required protective equipment at all times. Failure to

do so may result in severe injury or death.

Turn off machine’s main disconnect switch.
Unscrew nut and remove bracket.
Unscrew electrical nuts.

Slide element assembly out.

v ok W

Inspect the heater element tray. Inspect for damaged or broken coils,
insulators and connecting straps. Be sure that the heater coils do not touch
any other part of the heater element tray.

6. Examine the wiring to ensure that no wires are loose or damaged. Damaged
parts of the heater element tray must be replaced to maximize shrink tunnel
efficiency.

The heater element coils may appear to have expanded from their normal size. This
is normal. Expanded coils are adequate for use if there is not damage to the coil.

7. Reverse steps to reassemble.

The heater element tray in your machine may vary slightly. For detailed wiring and
assembly information, consult the assembly drawings in the Illustrate Parts chapter
and Electrical Schematics chapters.
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Corrective Maintenance

5.5. Corrective Maintenance

AWARNING

Corrective maintenance should only be performed by qualified
maintenance technicians and should only be performed after the
machine has been turned off, allowed to cool down, and the air pres-
sure has been released. Be sure to follow your company’s lockout/
tagout procedures and all other safety procedures. Always wear safety
glasses and other required protective equipment at all times. Failure to
do so may result in severe injury or death.

Qualified maintenance personnel should always perform corrective maintenance.

5.5.1. Film Rack Assembly

Inspect film roller bearings. Alignment of film shaft with the brake shaft is important.
The brake housing can be adjusted to compensate for most wear. If needed, replace
friction facings and/or bearing and o-ring seals.

5.5.2. Air Cylinders

Air cylinders are pre lubricated/sealed at the manufacturer’s factory for extensive
maintenance free life. However, if an air cylinder appears sluggish or oil is migrating
past its seals, the air cylinder should be replaced. Contact SupportPro for repair kits;
see chapter 10 for contact information.

5.5.3. Roller Chain

When connecting or disconnecting chain:
e Always disconnect and lockout electrical power.

e Wear eye and face protection when grinding pin ends or driving pins out of
links with a punch and hammer. Chain pins, which are case hardened, may
chip when struck with tools.

e Support the chain to prevent uncontrolled movement of chain and parts.

e If chain length is to be altered, use of a chain vise or detaching tool is recom-
mend. Tools should be in good condition and properly used.
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5.5.4. Drive and Blower Motors

The drive motors selected for your machine are virtually maintenance free. If failure
occurs, verify replacement motor rotates in the same direction (blower motor rota-
tion is shown on pulley housing).

5.5.5. Knife Blades

Notched Knife Blades

By removing teeth from the knife in a few strategic locations, small sections of the
film are not cut. These small sections then serve to pull the leading edge of the cut
film into the second set of pinch rollers with no slack and no wrinkling of the film.

The small uncut sections between sheets of film are easily broken by the overwrap
flight bar as it wraps the film around the product. In the even that the trays of product
are too light to hold the leading end of the film in place under the product, experi-
ment with smaller notches in the knife. Film that is thicker than 2 mil does not nor-
mally need a notch in the knife.

Standard or notched knife blades may be purchased from SupportPro. For notched
blades, please specify right/left/or center notched blades.

Grinding Knife Blades

The notches are typically located about 1” to 2” in from the edge of the film. When
film widths varying by more than 2” are to be used on the same machine, the knife
notches will need to be relocated when changing product.

Grind the teeth using a standard bench grinder with a wheel of 60 grit or greater,
trued to sharp square edges. Remove precisely three full teeth plus the half tooth on
one end of the blade. Grind down at least 1/8” past the root of the tooth and grind a
radius at the new root to eliminate all sharp edges at the root.

This will result in right and left handed notched blades. Perform this process in small
steps, cooling the blade in water between steps to prevent losing temper of
ungrounded portions of the blade. If you damage the point of the adjacent tooth, dis-
card that blade and get a new one.

To test the effectiveness of the notched knife blades, cycle the film feed with the film
feed one cycle push button. The dispensed sheet of film should still be attached to
the following sheet at points corresponding to the notches.
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Replacing Knife Blades

ﬁWARNING

Corrective maintenance should only be performed by qualified
maintenance technicians and should only be performed after the
machine has been turned off, allowed to cool down, and the air pres-
sure has been released. Be sure to follow your company’s lockout/
tagout procedures and all other safety procedures. Always wear safety
glasses and other required protective equipment at all times. Failure to
do so may result in severe injury or death.

To avoid possible injury to hands, use extreme care when working around the acceler-
ation conveyor while it is in its lifted position. Make certain the conveyor is fully
latched in its raised position before starting work. Do NOT touch the knife blades,
they are extremely sharp and hazardous.

1. Disconnect and perform the lockout/tagout procedure. Follow company
guidelines.

2. Lift and secure or latch the cover to expose the film feed assembly.

3. Using a 1/8” hex key, remove the old knives

4. Install new blade portions with their back edge against the stop. Secure
bladed portions with hex nuts.

5. Replace the cover to its home position; remove lockout and supply electrical
power to machine.

6. With guard doors closed, use film feed one cycle push button to rotate the
knife shaft once to ensure proper clearance.

7. Check blades for any burrs; replace glades as needed.
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5.5.6. Pinch Roller Adjustment

/I\ WARNING

Corrective maintenance should only be performed by qualified
maintenance technicians and should only be performed after the
machine has been turned off, allowed to cool down, and the air pres-
sure has been released. Be sure to follow your company’s lockout/
tagout procedures and all other safety procedures. Always wear safety
glasses and other required protective equipment at all times. Failure to
do so may result in severe injury or death.

To avoid possible injury to hands, use extreme care when working around the accel-
eration conveyor while it is in its lifted position. Make certain the conveyor is fully
latched in its raised position before starting work. Do NOT touch the knife blades,
they are extremely sharp and hazardous.

Refer to the film feed assembly drawing when preforming this procedure.

1.

N o u ~ w N

Disconnect and perform the lockout/tagout procedure. Follow company
guidelines.

Lift and latch that acceleration conveyor.

Turn the set screw clockwise until the compression spring is fully compressed.
Turn the set screw counterclockwise one half turn.

Repeat the adjustment on the opposite side of the pinch roller.

Lower the acceleration conveyor.

Start the machine and check the tension. Repeat procedure if required.
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5.5.7. Tunnel Belt

/I\ WARNING

Corrective maintenance should only be performed by qualified
maintenance technicians and should only be performed after the
machine has been turned off, allowed to cool down, and the air pres-
sure has been released. Be sure to follow your company’s lockout/
tagout procedures and all other safety procedures. Always wear safety
glasses and other required protective equipment at all times. Failure to
do so may result in severe injury or death.

To replace the tunnel belt, feed the belt through the unit noting the proper direction
of travel indicated by the tag attached to the belt. Bring the right and left hand spirals
together, and connect with a crimp rod supplied with the belt. Right hand spirals are
wound clockwise. Left hand spirals are wound counterclockwise.

Trim the connector rod back to the edge of the belt. Weld or silver solder the rod to
the end of the spiral in a fashion similar to the finish on the rest of the belt.

Do not bend connector rods into belt unless the belt pitch can be maintained. Spi-
rals are required to bottom out on the crimped connector rods in order to match
the sprockets.

Be sure the wrap of the belt around the sprockets is less than 180 degrees angle but
more than 120 degrees angle. This action allows maximum drive with smooth
engagement and release characteristics from the sprockets.

This is a low tension system. Counter tension is not normally required.

However, these require careful installation. The clamping collar must be held tight to
the bearing inner arc and not be allowed to twist while its clamp screw is tightened. If
the collar is not square to the shaft when it is installed, it will come loose in service.
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5.6. Tunnel Blower Maintenance

AWARNING

Corrective maintenance should only be performed by qualified
maintenance technicians and should only be performed after the
machine has been turned off, allowed to cool down, and the air pres-
sure has been released. Be sure to follow your company’s lockout/
tagout procedures and all other safety procedures. Always wear safety
glasses and other required protective equipment at all times. Failure to
do so may result in severe injury or death.

5.6.1. Overview

The purpose of this document is to provide and explain the procedures necessary for
performing various preventative maintenance procedures on the standard tunnel
blower assembly.

Figure 5-7 - Tunnel Blower Location (Example)
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5.6.2. Corrective Maintenance Procedures

Tunnel Blower Bearing Replacement

The following procedures explain the process for replacing the four bolt flange bear-
ings on the tunnel plower shaft. For a complete parts list, please see the correspond-
ing assembly drawing in the “lllustrated Parts List” chapter of your Operation and
Maintenance Manual.

AWARNING

THE FOLLOWING PROCEDURES SHOULD ONLY BE PERFORMED
AFTER THE MACHINE HAS BEEN TURNED OFF, ALLOWED TO COOL
DOWN, THE AIR PRESSURE HAS BEEN RELEASED AND YOUR
COMPANY’'S LOCKOUT/TAGOUT PROCEDURES HAVE BEEN
APPLIED. ALWAYS WEAR SAFETY GLASSES AND OTHER REQUIRED
PROTECTIVE EQUIPMENT AT ALL TIMES. BE SURE TO FOLLOW ALL
OTHER COMPANY SAFETY POLICIES. FAILURE TO DO SO MAY
RESULT IN SEVERE INJURY OR DEATH.

Parts Required

e Open-end or socket wrenches (5/16, 3/8, 1/2,9/16)
e HexKey (5/32)

e Torx Wrench (T25)

e Hammer

e 1/2” to 3/4” brass rod
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Procedure

1. Disconnect and lockout electrical power to the tunnel. Be sure to follow all of
your company’s required safety procedures.

2. Allow the shrink tunnel components to cool down to room temperature. This
can take 30 minutes or more.

3. Using a 7/16” wrench, remove the four bolts securing the v-belt guard to the
tower weldment and remove the guard.

4. Using a 1/2” wrench, remove the four bolts securing the motor-mounting
bracket to the tower weldment and remove the bracket, the v-belt and the
motor.
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5. Using a 5/32” hex key, loosen the setscrews securing the blower impeller
shaft pulley and remove the pulley and key stock from the impeller shaft.

6. Using 5/16” and 3/8” wrenches, remove the central lubrication lines from the
bearing grease fittings.
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7. Using a T25 torx wrench, loosen the bolts in the Skwezloc fittings on each of
the 4-hole flanged bearings and loosen the fitting from the impeller shaft.

Do not use excessive force when separating bearings from shaft. This
could cause the shaft to drop with excessive force and cause damage.

8. If the impeller shaft does not freely move up and down after loosening the
Skwezloc fittings, us the hammer and the brass rod (as a punch) and tap with
moderate force on the top of the shaft until it drops all the way down.

DROP
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9. Using a 9/16” wrench, remove the four nuts securing the tower weldment to
the tunnel.

;

Note the orientation of the tower weldment for reinstallation later.

10. Using a 9/16” wrench, loosen (but not remove) the four bolts securing each of
the 4-hole flange bearing to the tower welment and then lift the tower
weldment and slide the weldment with the bearings off the impeller shaft.
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11.

12.

13.

14.

15.

16.

17.

18.

19.

Remove the four bolts securing the 4-hole flange bearings to the tower
weldment and discard the worn bearings.

Inspect and clean the impeller shaft. Be especially aware of areas where the
pulley setscrew and bearings contact the shaft. If the impeller shaft is severely
scored or damaged, it should be replaced. See “Tunnel Blower Impeller and
Shaft Replacement” section for procedure.

Loosely install new 4-hole flange bearings to the tower weldment.

Reinstall the tower weldment with bearings by sliding the bearings onto the
impeller shaft and fitting the weldment over the studs on top of the tunnel.
Be sure to install the Skwezloc fittings on the impeller shaft between the
bearings.

Reinstall and tighten the tower weldment nuts to the tunnel studs.

Tighten the bearings to the tower weldment. Make sure the impeller shaft
moves freely up and down through the bearings. There should be 3/4” to 1”
of play.

Slide the impeller shaft up and down through the bearings and mark the high-
est and lowest points of travel on the shaft.

Position the impeller shaft so it is centered between the marks and tighten
the bolt on each of the two Skwezloc fittings.

Reinstall the lubrication fittings.
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20. Loosely reinstall the motor mounting bracket with motor.

21. Reinstall the pulley with the key stock on the impeller shaft, making sure it
lines up with the motor pulley, and tighten the setscrews.

22. Reinstall the v-belt. When installing the v-belt, place a moderate amount of
tension on the belt while tightening the motor mounting brackets to the
tower weldment.

23. Reinstall the v-belt guard and tighten the bolts.
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Tunnel Blower Impeller Fan and Shaft Replacement

The following procedures explain the process for replacing impeller fan and impeller
shaft on the tunnel blower. For a complete parts list, please see the corresponding
assembly drawing in the “Illustrated Parts List” chapter of your Operation and
Maintenance Manual.

/I\ WARNING

THE FOLLOWING PROCEDURES SHOULD ONLY BE PERFORMED
AFTER THE MACHINE HAS BEEN TURNED OFF, ALLOWED TO COOL
DOWN, THE AIR PRESSURE HAS BEEN RELEASED AND YOUR
COMPANY’S LOCKOUT/TAGOUT PROCEDURES HAVE BEEN
APPLIED. ALWAYS WEAR SAFETY GLASSES AND OTHER REQUIRED
PROTECTIVE EQUIPMENT AT ALL TIMES. BE SURE TO FOLLOW ALL
OTHER COMPANY SAFETY POLICIES. FAILURE TO DO SO MAY
RESULT IN SEVERE INJURY OR DEATH.

Parts Required

e Open-end or socket wrenches (5/16”, 3/8”, 1/2”, 9/16"”)
e HexKey (1/8”, 5/32")

e Torx Wrench (T25)

e Hammer

e 1/2” to 3/4” brass rod
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Procedure

1. Disconnect and lockout electrical power to the tunnel. Be sure to follow all of
your company’s required safety procedures.

2. Allow the shrink tunnel components to cool down to room temperature. This
can take 30 minutes or more.

3. Open the electrical cabinet doors to access interior panel and heater element.

4. Using a 1/8” hex key remove the bolt (1) that secures the associated heater
element cover in place.
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5. Using a 1/2 wrench, remove the nut that securing the associated heater
element retaining bracket in place.

wire (D).
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7. Slide the heater element tray out of the machine.

Bttt

8. Inside the tunnel, remove the sheet metal plate located directly below the
impeller shaft.
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9. Exit the tunnel and place cushioning material on the tunnel belt immediately
below the impeller to protect the belt when the impeller shaft is dropped
onto it.

e g | L%
“L‘-INI 1 ;gr

10. Using a 7/16” wrench, remove the four bolts securing the v-belt guard to the
tower weldment and remove the guard.
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11. Using a 1/2” wrench, remove the four bolts securing the motor mounting
bracket to the tower weldment and remove the bracket, the v-belt and the
motor.

12. Using a 5/32” hex key, loosen the setscrews securing the plower impeller
shaft pulley and remove the pulley and key stock from the impeller shaft.
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13. Using 5/16 and 3/8” wrenches, remove the central lubrication lines from the
bearing grease fittings.

14. Using a T25 torx wrench, loosen the bolts in the Skwezloc fittings on each of
the 4-hole flanged bearings and loosen the fitting from the impeller shaft.

Do not use excessive force when separating bearings from shaft. This
could cause the shaft to drop with excessive force and cause damage.
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15. If the impeller shaft does not freely move up and down after loosening the
Skwezloc fittings, use the hammer and brass rod (as a punch) and tap with
moderate force until the shaft drops all the way down onto the cushioning on

the tunnel belt.

DROP

;L!I” ]
i (1Ll
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16.

17.

18.

19.

20.

21.

22.

23.

24.

25.

Carefully remove the impeller shaft from the tunnel.

Inspect the impeller shaft and bearings for wear and diagnose the cause of
the shaft damage.

Install the new impeller and shaft up through the tunnel and through the
4-hole flange bearings and Skwezloc fittings.

Slide the impeller shaft up until it stops and temporarily tighten one of the
Skwexloc fitting bolts to prevent the impeller and shaft from dropping down
into the tunnel again. Inside the tunnel, reinstall the sheet metal previously
removed below the impeller.

Reinstall the heater element tray.

Loosen the bolt on the Skwezloc fitting and allow the impeller shaft to drop
down onto the sheet metal inside tunnel.

Slide the impeller shaft up and down through the bearings, marking the
highest and lowest points of travel on the shaft.

Position the impeller shaft so it is centered between the marks and tighten
the bolt in each of the Skwezloc fittings.

Reinstall the lubrications lines to the fittings.

Loosely reinstall the motor mounting bracket and motor.
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26. Reinstall the pulley with the key stock on the impeller shaft, making sure it
lines up with the motor pulleys, and tighten the setscrews.

27. Reinstall the v-belt. when installing the v-belt, place a moderate amount of
tension on the belt while tightening the motor mounting brackets to the

tower weldment.

28. Reinstall the v-belt guard and tighten the bolts.
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Troubleshooting

6.1. Introduction

This chapter is divided into two sections.

The first section is an index of fault messages that appear on the machine’s
display. This index is cross referenced to a group of troubleshooting charts
that will guide you through how to resolve fault message issues.

The second section is an index of generic machine problems not indicated by
fault messages. This index is cross referenced to a second group of trouble-
shooting charts that will guide you through how to resolve the problem.
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6.2. Fault Message Troubleshooting Index & Charts

Use the following troubleshooting index and troubleshooting charts as an aid
in solving your problems associated with fault messages that appear on the
machine’s display.

Fault Message

Possible Cause

Remedy

ACCELERATION
CONVEYOR DRIVE
FAULTED

The VFD controlling the
Acceleration conveyor motor
is in a faulted state.

Press the CYCLE STOP/RESET
button to see if that will clear
the fault and reset the drive.

Determine the exact fault
and take corrective action to
remedy the fault.

Consult OEM manual for
additional information

CHECK FLIGHT BAR
FILM DETECTION
PHOTO SENSOR

The internal code of the PLC
did not detect the film detec-
tion sensor on the Overwrap
conveyor’s flight bar within
the proper window/time
frame.

Check the alighment/set-up
of the sensor.

CYCLE HALTED BY
HALT/RUN SELECTOR
SWITCH AUX. STATION
CONTROL SIDE

One or more halt/run
selector switches in the
“halt” position.

Put the corresponding halt/
run selector switch into the
“run” position.

CYCLE HALTED BY
HALT/RUN SELECTOR
SWITCH AUX. STATION
OPPOSITE SIDE

One or more halt/run
selector switches in the
“halt” position.

Put the corresponding halt/
run selector switch into the
“run” position.

DANCER DOOR
OPENED

Indicates that dancer door is
opened.

Make sure that guard door is
closed.

If door is closed but message
still occurs, checking
mounting and operation of
door switch.
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Fault Message

Possible Cause

Remedy

DETECT FILM IS TOO
LONG (DID NOT CUT)

Manual reset required.
Loose or damaged

connection between
servo drive and controller.

Drive controller fault.

Restart the machine.

Reset the servo drives from
the operator interface.

Inspect the servo drive, con-
troller and cables for loose

connections or damage. Cor-
rect or replace, as necessary.

Shut down the machine for a
minimum of 1 minute and
restart the machine.

DETECT FILM IS TOO
LONG (DID NOT STOP)

Manual reset required.
Loose or damaged

connection between
servo drive and controller.

Drive controller fault.

Restart the machine.

Reset the servo drives from
the operator interface.

Inspect the servo drive, con-
troller and cables for loose

connections or damage. Cor-
rect or replace, as necessary.

Shut down the machine for a
minimum of 1 minute and
restart the machine.

Troubleshooting
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Fault Message

Possible Cause

Remedy

DETECT FILM
REGISTRATION ERROR
(PRINTED FILM)

Print/clear film selector
switch is in the incorrect posi-
tion.

Registration mark is out

of position.

Registration mark is too
light or small.

Dirty, defective or misaligned
registration photo-eye.

Light/dark switch improperly
set.

Inspect the selector switch;
adjust to the proper position.

Inspect the film roll and
adjust accordingly.

Compare film to new, high-
quality film.

Contact your film distributor.

Inspect the film registration
photo-eye and wiring.

Clean, replace or correct as
necessary.

Inspect the switch and
adjust as necessary.

DETECT FLIGHT BAR
RAN TOO LONG

A physical obstruction pre-
vented the overwrap flight
bar from completing its cycle
within the time frame
allowed by the PLC

Set speed of the flight bar is
too slow or the window to
complete the flight bar cycle
is too short.

Clear obstruction. Reset /
restart the machine

Make appropriate set-up
adjustment.

DETECT FLIGHT BAR
DID NOT START

Internal code of the PLC
detected that the flight bar
did not start when it was sup-
posed to.

Check physical condition of
the flight bar.

Clear any possible obstruc-
tions.

DETECT LOW AIR
PRESSURE

Air disconnected from
machine.

Make sure that air supply
hose is connected.
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Fault Message

Possible Cause

Remedy

DETECT NO FILM ON
OVERWRAP FLIGHT
BAR

Film is jammed in the film
feed.

Dirty, defective or misaligned
photo-eye.

Inspect the film feed
assembly for jammed film.
Remove any film that is
jammed.

Inspect the photo-eye and
wiring. Clean, replace or cor-
rect

as necessary.

2SR DOOR SAFETY
RELAY NOT RESET

The safety circuit was inter-
rupted and not reset

Close all guard doors within
that circuit. Press the CYCLE
STOP / RESET button.

3SR DOOR SAFETY
RELAY NOT RESET

The safety circuit was inter-
rupted and not reset

Close all guard doors within
that circuit. Press the CYCLE
STOP / RESET button.

DOOR #1 OPEN

Guard door is open or sensor
is not functioning properly

Close the door or correct
issue with sensor.

Press the CYCLE STOP /
RESET button.

DOOR #2 OPEN

Guard door is open or sensor
is not functioning properly

Close the door or correct
issue with sensor.

Press the CYCLE STOP /
RESET button.

DOOR #3 OPEN

Guard door is open or sensor
is not functioning properly

Close the door or correct
issue with sensor.

Press the CYCLE STOP /
RESET button.

DOOR #4 OPEN

Guard door is open or sensor
is not functioning properly

Close the door or correct
issue with sensor.

Press the CYCLE STOP /
RESET button.

DOOR #5 OPEN (KNIFE)

Guard door is open or sensor
is not functioning properly

Close the door or correct
issue with sensor.

Press the CYCLE STOP /
RESET button.
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Fault Message

Possible Cause

Remedy

DOOR #6 OPEN
(WRAPPER-RIGHT SIDE
BOTTOM)

Guard door is open or sensor
is not functioning properly

Close the door or correct
issue with sensor.

Press the CYCLE STOP /
RESET button.

DOOR #7 OPEN
(WRAPPER-LEFT SIDE
BOTTOM)

Guard door is open or sensor
is not functioning properly

Close the door or correct
issue with sensor.

Press the CYCLE STOP /
RESET button.

DOOR #8 OPEN
(WRAPPER-LEFT SIDE
BOTTOM)

Guard door is open or sensor
is not functioning properly

Close the door or correct
issue with sensor.

Press the CYCLE STOP /
RESET button.

DOOR #9 OPEN
(WRAPPER-KNIFE)

Guard door is open or sensor
is not functioning properly

Close the door or correct
issue with sensor.
Press the CYCLE STOP /

RESET button.

DOWNSTREAM Internal PLC code did not Press the conveyors CYCLE
CONVEYORS OUT receive the signal that the START button.
OF CYCLE

downstream conveyors are

running when they should

be.
DOWNSTREAM

COOLING CONVEYOR
OUT OF CYCLE

Internal PLC code did not
receive the signal that the
downstream conveyors are
running when they should
be.

Press the conveyors CYCLE
START button.

E-STOP #1 ENGAGED
(WRAPPER-OPERATOR
INTERFACE)

The E-Stop was pressed.

When safe to do so, reset the
E-Stop, press the POWER ON
button then the CYCLE STOP /
RESET button.

E-STOP #2 ENGAGED
(WRAPPER AUX.
CONTROLS)

The E-Stop was pressed.

When safe to do so, reset the
E-Stop, press the POWER ON
button then the CYCLE STOP /
RESET button.
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Fault Message

Possible Cause

Remedy

E-STOP #3 ENGAGED
(TUNNEL)

The E-Stop was pressed.

When safe to do so, reset the
E-Stop, press the POWER ON
button then the CYCLE STOP /
RESET button.

E-STOP #4 ENGAGED
(TUNNEL-OPOSITE
SIDE)

The E-Stop was pressed.

When safe to do so, reset the
E-Stop, press the POWER ON
button then the CYCLE STOP /
RESET button.

E-STOP #5 ENGAGED
(DOWNSTREAM PULL
CORD 1)

The E-Stop was pressed.

When safe to do so, reset the
E-Stop, press the POWER ON
button then the CYCLE STOP /
RESET button.

E-STOP #6 ENGAGED
(DOWNSTREAM PULL
CORD 2)

The E-Stop was pressed.

When safe to do so, reset the
E-Stop, press the POWER ON
button then the CYCLE STOP /
RESET button.

E-STP #6 ENGAGED
(DOWNSTREAM
CONVEYORS)

The E-Stop was pressed.

When safe to do so, reset the
E-Stop, press the POWER ON
button then the CYCLE STOP /
RESET button.

E-STOP ENGAGED
OPERATOR STATION
(CONTROL SIDE)

The E-Stop was pressed.

When safe to do so, reset the
E-Stop, press the POWER ON
button then the CYCLE STOP /
RESET button.

E-STOP ENGAGED
OPERATOR STATION
(OPPOSITE SIDE)

The E-Stop was pressed.

When safe to do so, reset the
E-Stop, press the POWER ON
button then the CYCLE STOP /
RESET button.

FILM BAR SERVO
DRIVE NOT READY

Servo drive is not in a ready
state

Press CYCLE STOP / RESET.

FILM FEED FAILED TO
START

Film feed fault.

Shut down the machine for a
minimum of 1 minute and
restart the machine.

If the problem persists, con-
tact ARPAC’s technical service
department.

Troubleshooting
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Fault Message

Possible Cause

Remedy

FILM FEED SERVO
DRIVE NOT READY

Servo drive is just starting
up.

Waits 30 seconds. Then press
CYCLE STOP/RESET but-

ton and restart machine.

FILM FEED SERVO
POSITION ERROR
EXCEED LIMITS

The actual position of the
film feed servo differs by too
much of a margin compared
to what the PLC has set as
the command position.

Variance is most likely due to
a physical obstruction or
mechanical condition.
Correct the condition and/or
remove obstruction.

FILM FEED FILM
JAMMED PROX
SENSOR ACTIVATED

Torque Limitor for the
assembly is tripped and
made the prox switch

Reset the torque limitor.

Adjust position of prox switch

FILM JAMMED

Incorrect air pressure.

Film roll obstruction.

Dirty dancer bar rollers.

Defective film brake solenoid
valve.

Defective or misaligned
proximity switch.

Check and adjust the air pres-
sure if necessary. Air pressure
should be 80 psi minimum.

Check airflow adjustment
(solenoid/cylinder).

Check for air leakage.
Inspect film roll and Delrin
bearings for obstruction.

Clean or correct, as neces-
sary.

Inspect the dancer bar roll-
ers for contamination. Clean
or replace as necessary.

Inspect solenoid valve for
proper operation. Correct or
replace as necessary.

Inspect the proximity switch
and wiring. Correct or replace
as necessary.

FILM REGISTRATION
MARK MISSED

Film registration sensor did
not see the eye mark.

Adjust position or set-up of
sensor
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Fault Message

Possible Cause

Remedy

FILM ROLL IS NOT
SELECTED

Film roll switch on film rack
is set to “0”.

Make sure switch is set to
lll” Or ”2”.

FILM WEB BROKEN OR
DANCER TOO LOW

Film web has broken.

Splice film roll according to
Section “5.12 Splicing Film”
on page 5-41.

FLIGHT BAR
CONVEYOR DRIVE
FAULT

Servo drive is just starting
up.

Waits 30 seconds. Then
press CYCLE STOP/
RESET button and restart
machine.

FLIGHT BAR DID NOT
START

Jammed product.

Dirty or damaged flight
bar chain.

Loose connection or dam-
aged connection between
servo drive and controller.

Manual reset required. Drive
controller fault.

Clear the product from the
flight bar area and reset the
machine.

Inspect the flight bar chain.
Clean, lubricate or replace as
necessary.

Inspect the servo drive, con-
troller and cables for loose

connections or damage. Cor-
rect or replace, as necessary.

Restart the machine.

Reset the servo drives from
the operator interface.

Shut down the machine for a
minimum of 1 minute and
restart the machine.

FLIGHT BAR
EXCESSIVE
HOMING TIME

Flight bar did not complete
it’s homing sequence in the
allowed amount of time.

Check for physical obstruc-
tion/condition.
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Fault Message Possible Cause Remedy

FLIGHT BAR JAMMED Jammed flight bar. Inspect the flight bar area for
jammed products or any
other obstructions. Correct
as necessary.

Damaged or defective Inspect the proximity switch
proximity switch. and wiring. Correct or
replace, as necessary.

Dirty or damaged flight Inspect the flight bar chain.
bar chain. Clean, lubricate or replace as
necessary.
Torque limiter out of Inspect the torque limiter
adjustment. and adjust if necessary.
FLIGHT BAR RAN TOO Jammed flight bar. Inspect the flight bar area for

LONG jammed products or any

other obstructions. Correct
as necessary, then reset the

machine.
Dirty or damaged flight Inspect the flight bar chain.
bar chain. Clean, lubricate or replace as
necessary.

Manual reset required. Drive | Reset the servo drives from
controller fault. the operator interface, then
restart the machine.

Shut down the machine for a
minimum of 1 minute and
restart the machine.
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Fault Message

Possible Cause

Remedy

FLIGHT BAR SERVO
AXIS FAULT

Drive controller fault
(motor short circuit,
control board overtemp,

undervoltage, motor
overtemp, etc).

Inspect conditions for possi-
ble excess load due to jam or
belt tracking problem.

Shut down the machine for a
minimum of 1 minute and
restart the machine.

Also, refer to drive controller
specification.

FLIGHT BAR SERVO
DRIVE NOT READY

Servo drive is just starting up

Waits 30 seconds. Then press
CYCLE STOP/RESET
button and restart machine.

FLIGHT BAR SERVO
POSITION ERROR
EXCEED LIMITS

The actual position of the
servo differs by too much of
a margin compared to what
the PLC has set as the
command position.

Variance is most likely due to
a physical obstruction or
mechanical condition.
Correct the condition and/or
remove obstruction.

FLIGHT BAR TORQUE
LIMITER TRIPPED

Torque Limitor for the
assembly is tripped and
made the prox switch

Reset the torque limitor.

Adjust position of prox switch

Troubleshooting

6-11



BTPW Series Operation and Maintenance Manual

Fault Message

Possible Cause

Remedy

GAP BETWEEN
PRODUCTS TOO
SMALL

Damaged product.

Improper backpressure.

Infeed belt is slipping.

Improper product settings.

Dirty, damaged or defective
photo-eye.

Inspect machine for damaged
or skewed products. Remove
damaged products and
restart the machine.

Inspect upstream equipment
for excessive backpressure.

Adjust as necessary.
Inspect infeed conveyor belt.
Adjust tension as necessary.

Adjust the product interval
and the product length
through the operator inter-
face.

Inspect the photo-eye and
wiring. Clean, replace or cor-
rect as necessary.

GAP TOO SMALL
FOR FLIGHT BAR
OPERATION

Product set-up incorrect. The
gap or space created
between two consecutive
trays is too small for the flight
bar to operate properly.

Increase the Product Interval
set point

HOT PLATE LOW
TEMPERATURE

Temp controller for the tun-
nel hot plate has not reached
the proper temperature yet

Allow more time for the hot
plate to come up to temp.

Correct / repair / replace hot
plate heater element or ther-
mocouple.

INCORRECT PRODUCT
SETTING FOR FILM
FEED

A combination of different
set points related to the film
feed has caused the allow-
able variance of the PLC to be
exceeded. Most likely the film
length, the product interval
and the machine rate

Verify that all the film feed
set point parameters are set
correctly.

6-12
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Fault Message

Possible Cause

Remedy

INFEED CONVEYOR
DRIVE NOT READY

Servo drive is just starting
up.

Waits 30 seconds. Then press
CYCLE STOP/RESET but-

ton and restart machine.

INFEED DRIVE FAULT

Servo drive is just starting
up.

Waits 30 seconds. Then
press CYCLE STOP/
RESET button and restart
machine.

KNIFE DOOR OPENED

Indicates that dancer door is
opened.

Make sure that guard door is
closed.

If door is closed but message
still occurs, checking
mounting and operation of
door switch.

KNIFE EXCESSIVE
HOMING TIME

Knife servo did not complete
it’s homing sequence in the
allowed amount of time.

Check for physical obstruc-
tion/condition.

KNIFE EXCESSIVE

Knife servo did not complete

Check for physical

RUNNING TIME its cycle in the allowable obstruction/condition.
time frame
KNIFE SERVO The actual position of the

POSITION ERROR
EXCEEDS LIMITS

servo differs by too much of
a margin compared to what
the PLC has set as the
command position.

Variance is most likely due to
a physical obstruction or
mechanical condition.
Correct the condition and/or
remove obstruction.

KNIFE SERVO NEEDS

Servo drive lost track of its

Go to the Control screen and

TO BE HOMED position re-home the servo
KNIFE SERVO DRIVE Servo drive is just starting Waits 30 seconds. Then press
NOT READY up.

CYCLE STOP/RESET but-

ton and restart machine.

LINE E-STOP ENGAGED

Emergency Stop button on
manufacturing line is
pressed in.

Pull button out, press Cycle/
Stop Reset button on main
control panel and restart
machine.

LOW AIR PRESSURE

Amount of air pressure
detected at the regulator is
too far below the set point

Turn on air supply and/or
check for incoming air

Troubleshooting
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Fault Message

Possible Cause

Remedy

LOW FILM SUPPLY

Indicates film supply is
running low and machine
will automatically stop soon
if film is not replaced.

Add new film roll according
to Section “5.12 Splicing
Film” on page 5-41.

MACHINE IN OVERRIDE
AFTER TUNNEL
INTERLOCK MODE

Machine’s heat tunnel
function is in override
(bypass) mode.

Go to Wrap On Heat On
button on OverView 2
screen to change back to
normal operational mode.

MACHINE IN OVERRIDE
AFTER WRAPPER
INTERLOCK MODE

Machine’s wrapper function

is in override (bypass) mode.

Go to Wrap On Heat On
button on OverView 2
screen to change back to
normal operational mode.

MACHINE IN OVERRIDE
ALL INTERLOCKS
MODE

Machine’s wrapper and heat
tunnel functionisin override
(bypass) mode.

Go to Wrap On Heat On
button on OverView 2
screen to change back to
normal operational mode.

MACHINE POWER IS
OFF

Power is applied to the
machine, but the POWER ON
button has not been
pressed.

Press the POWER ON button

MAIN DRIVE NOT

Servo drive is just starting

Waits 30 seconds. Then

READY up. press CYCLE STOP/
RESET button and restart
machine.

OVERWRAP The VFD controlling the Press the CYCLE STOP/RESET

CONVEYOR

DRIVE FAULTED

Acceleration conveyor motor
is in a faulted state.

button to see if that will clear
the fault and reset the drive.

Determine the exact fault
and take corrective action to
remedy the fault.

Consult OEM manual for
additional information

6-14
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Fault Message

Possible Cause

Remedy

PHOTO EYE DETECT
NO FILM ON FLIGHT
BAR DISCONNECT,
MISALIGNMENT
BROKEN

Film ripped or dropped
while on flight bar.

Dirty, defective or misaligned
photoeye.

Inspect flight bar and film
feed assembly for cause.
Remove any film that is
jammed. Press Reset button
prior to restart.

Inspect the photoeye and
wiring. Clean, replace or cor-
rect as necessary.

PRODUCT JAMMED ON
UPSTREAM FLEX
CONVEYOR

Sensor on the conveyor
blocked longer than the inter-
nal PLC code allows

Remove / correct the issue
causing the sensor to be
blocked for so long

PRODUCT JAMMED ON
DOWNSTREAM
CONVEYOR

Sensor on the conveyor
blocked longer than the inter-
nal PLC code allows

Remove / correct the issue
causing the sensor to be
blocked for so long

PRODUCT NEEDS TO
BE REMOVED FROM
INFEED CONVEYOR

Product on infeed conveyor.

Remove the product from
the infeed and continue
startup.

PRODUCT SETUP IS
INCORRECT TOO
SMALL FOR PROPER
FILM FEED OPERATION

Incorrect product
selection.

Operation rate increased.

Settings on maintenance
menu have changed.

Incorrect registered film.

Check product settings on the
operator interface. Correct or
adjust as necessary.

Check machine speeds on the
operator interface. Correct or
adjust as necessary.

Inspect settings using the
operator interface. Correct or
adjust as necessary.

Inspect the film. Adjust
machine settings as
necessary.

Troubleshooting
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Fault Message

Possible Cause

Remedy

PRODUCT SETUP IS
INCORRECT TOO
SMALL FOR PROPER
FLIGHT OPERATION

Improper product
settings.

Improper operator interface
adjustments.

Adjust the product interval
and the product length
through the operator inter-
face.

Lower delay to start flight bar
setting.

Increase flight bar low and
high speeds.

Lower the low speed dis-
tance.

Monitor the film and flight
bar relationship. Adjust as
needed.

PRODUCT TOO LONG,
SKEWED, BROKEN OR
BACK TO BACK

Damaged or skewed
products.

Improper product
spacing.

Improper product
settings.

Dirty, damaged or defective
photoeye.

Inspect machine for damaged
or skewed products. Remove
damaged products and
restart the machine.

Adjust conveyor speeds.
Adjust the allowed length
variance.

Inspect the photoeye and

wiring. Clean, replace or cor-
rect as necessary.

RESET SERVO DRIVES

Servo drive is just starting up.

Waits 30 seconds. Then press
CYCLE STOP/RESET but-
ton and restart machine.

6-16
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Fault Message

Possible Cause

Remedy

TUNNEL BELT DRIVE
NOT RUNNING

Tunnel belt is jammed.

Drive controller fault
(motor short circuit,
control board overtemp,

undervoltage, motor
overtemp, etc).

Inspect tunnel belt. Check
clearance and movement of
the tunnel belt. Correct as
necessary.

Shut down the machine for a
minimum of 1 minute and
restart the machine.

Also, refer to the controller
specification.

TUNNEL BLOWER
MOTOR CIRCUIT
BREAKER TRIPPED

Excessive load on the motor
caused the CB to trip

Correct issue / clear obstruc-
tion.
Reset CB

TUNNEL BLOWER
MOTOR #1 CIRCUIT
BREAKER TRIPPED
(1ST ZONE)

Excessive load on the motor
caused the CB to trip

Correct issue / clear obstruc-
tion.
Reset CB

TUNNEL BLOWER
MOTOR #2 CIRCUIT
BREAKER TRIPPED
(2ND ZONE)

Excessive load on the motor
caused the CB to trip

Correct issue / clear obstruc-
tion.
Reset CB

TUNNEL BLOWER
MOTOR #3 CIRCUIT

Excessive load on the motor

Correct issue / clear obstruc-

Defective thermocouple.

Defective temperature con-
troller.

caused the CB to trip tion.
BREAKER TRIPPED Reset CB
(3RD ZONE)
TUNNEL Open circuit in heater Inspect heater element tray.
TEMPERATURE element tray. Check for open circuit or
TOO LOW

loose wires. Tighten wires or
replace coils as necessary.

Inspect thermocouple.
Replace as necessary.

Also, refer to controller speci-
fication.

Troubleshooting
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Fault Message Possible Cause Remedy
1ST TUNNEL ZONE Temp controller has not Allow more time to come up
LOW TEMPERATURE reached the proper tempera- | to temp.
ture yet
Correct / repair / replace
heater element or thermo-
couple.
2ND TUNNEL ZONE Temp controller has not Allow more time to come up
LOW TEMPERATURE reached the proper tempera- | to temp.
ture yet
Correct / repair / replace
heater element or thermo-
couple.
3RD TUNNEL ZONE Temp controller has not Allow more time to come up
LOW TEMPERATURE reached the proper tempera- | to temp.
ture yet
Correct / repair / replace
heater element or thermo-
couple.
UPSTREAM Downstream equipment Correct the problem and
EQUIPMENT HALTED halted. equipment will resume cycle
BY DOWNSTREAM mode automatically.
INTERLOCK

Faulty connection to down-
stream equipment

Inspect connection to down-
stream equipment. Adjust or
replace as necessary.

WRAPPER DOOR OPEN

Indicates that one or more
of guard doors on wrapper
are open.

Make sure that all guard
doors are closed.

If doors are closed but
message still occurs,
checking mounting and
operation of door switches.

WRAPPER STOPPED Indicates film supply is Add new film roll according
DUE TO LOW FILM running low and machine to Section “5.12 Splicing
CONDITION has stopped because of it. Film” on page 5-41.
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6.3. General Troubleshooting Index & Charts

Use the following troubleshooting index and troubleshooting charts as an aid
in solving general problems with the machine not indicated by fault messages.

Problem

Possible Cause

Remedy

Film Jams in the Film
Feed

Incorrect air pressure.

Incorrect air flow to 45°
air bars.

Dancer bar proximity
switches set incorrectly.

Improper knife placement.

Dirty rollers or plates.

Fingers interrupting roller
motion.

Check and adjust the air pres-
sure if necessary. Air pressure
should be 80 psi minimum at
main regulator.

Check airflow adjustment
(solenoid/cylinder).
Check for air leakage.
Open the control valve
approximately 1 full turn.

Inspect the dancer bar
proximity switches. Adjust
as necessary.

The knife is not notched wide
enough or too far from the
edges.

Inspect rollers and plates.
Clean with mild soap and
water as necessary. Ensure
residue, soap/water, etc. is
removed.

Inspect pinch rollers for
obstruction by the fingers.
Manually rotate the roller
and tighten the outer
bearings in necessary.

Troubleshooting
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Problem

Possible Cause

Remedy

Film Curling Problems

Defective film.

Dirty rollers or plates.

Dirty or defective static
bars.

Wrong product selected.

Inspect film for unusual wrin-
kles or sags. Contact your film
supplier.

Inspect rollers and film
plates. Clean as necessary.

Inspect the static bars. Clean
with a nylon brush or replace

as necessary.

Check product settings.

Knife Does Not Cut

The knife is dull. Loose clutch.

Improper tension on upper
film feed rollers.

Inspect the knife. Replace as
necessary.

Inspect the film feed rollers
for proper tension. Adjust as
necessary.

Knife Stops
Inconsistently

Improper connection.

Defective return spring.

Defective knife clutch.

Inspect knife servo drive con-
nections. Adjust as necessary.

Inspect the knife return
spring. Replace as necessary.

Inspect knife clutch. Replace
as necessary.

6-20

© ARPAC, A Duravant Company




General Troubleshooting Index & Charts

Problem

Possible Cause

Remedy

Bars

Unsynchronized Flight

Wrong product selected.

Torque limiter out of
adjustment.

Manual reset required.

Defective or misaligned
flight bar detect proximity
sensor.

Check product settings.

Inspect the torque limiter
and adjust if necessary.

Shut down the machine for a
minimum of 1 minute and
restart the machine. Home
the flight bars and monitor
their position. Verify that the
torque limiter is engaged.

Inspect the proximity switch
and wiring. Correct or replace
as necessary.

Poor Overwrap

Improper air jet adjustment.

Flight bar unsynchronized.

Drag strip too long.

Inspect air jets at exit of film
feed and flight bar conveyor.
Adjust using the flow con-
trols, if necessary. Close, then
re-open one-half to one full

turn, dependent on film type.

See “unsynchronized flight
bars” running condition,
above.

Inspect the drag strip. If the
flight bar drag strip pulls the
film back during overwrap,
the drag strip should be
replaced with a shorter strip.

Troubleshooting
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Problem Possible Cause Remedy

Weak Seal Line Film not relaxed. Adjust product spacing and/
or speed of conveyors.

Defective temperature Inspect temperature

controller. controller. Replace as
necessary.

Incorrect tunnel Adjust temperature on tem-

temperature setting (too perature control.

high or low).

Incorrect data (auto Check presets: film thickness

preset option). and speed/minute.

Improper film threading. Inspect the film threading.

Rethread as necessary.

Film Sticks to Tunnel Belt too hot. Use belt cooling fans when
Belt the tunnel temperature
exceeds

360°F.

Improper film. Inspect film for unusual wrin-
kles or sags.

Contact your film supplier.

Avoid opaque film if possible.
When using registered film,
the inside of the film can be
printed to appear opaque,
while

providing a clean surface to
the belt.

If opaque film must be used,
contact ARPAC for
information on a special
varnish coating for opaque

film applications.
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Problem

Possible Cause

Remedy

Shrink

Poor Shrink or No

Temperature too low.

Incorrect air flow in tunnel.

Air intakes on side of tunnel
blocked by film.

Wrong rotation tunnel
blower(s).

Tunnel blower(s) not running;
belts loose or
worn out.

Tunnel blower fan belt
slipping.

Cooling blower or other fan
in plant blowing cooled air
into tunnel.

Increase temperature preset
on temperature controller.

Adjust the tunnel louvers.

Clean air intake openings in
the tunnel.

Inspect tunnel blower(s)
motor rotation. Correct as
necessary.

Check for overload. Correct
problem or reset as
necessary. Check for loose
connections. Adjust as neces-
sary.

Inspect tunnel blower
motor(s). Replace as neces-
sary.

Check blower bearings.
Replace as necessary.
Inspect blower fan belt.
Adjust or replace as neces-
sary.

Reposition plant blowers or
fans.

Troubleshooting
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Problem Possible Cause Remedy
Tunnel Slow to Reach Blown circuit breaker. Inspect circuit breaker.
Temperature

Correct as necessary.

Loose connection. Check connection between
thermocouple and
temperature controller.
Correct as necessary.

Loose or open circuit on Inspect heater element tray.
heater element tray. Check for open circuit or
loose wires. Tighten wires or
replace coils as necessary.

Tunnel blower fan belt Inspect blower fan belt.

slipping. Adjust or replace as
necessary.

Tunnel blower not Inspect circuit breakers and

running. connections. Correct or

replace as necessary.
Inspect motor. Replace as
necessary.

Cooling blower or other Reposition plant blowers or

fan in plant blowing fans.
cooled air into tunnel.
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Problem

Possible Cause

Remedy

Poor Temperature
Uniformity (Tunnel)

Incorrect temperature set-
tings in multi-zone tunnels.

Loose connection.

Loose or open circuit on
heater element tray.

Tunnel blower fan belt
slipping.

Incorrect air flow in

tunnel.

Air intakes on side of tunnel
blocked by film.

Adjust temperature on
temperature control.

Check connection between
thermocouple and tempera-
ture controller. Correct as
necessary.

Inspect heater element tray.
Check for open circuit or
loose wires. Tighten wires or
replace coils as necessary.

Inspect blower fan belt.
Adjust or replace as

necessary.

Adjust the tunnel louvers.

Clean air intake openings in
the tunnel.

Troubleshooting
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Electrical
Schematics

7.1. Electrical Schematics

This chapter contains the electrical schematics for the BPTW Shrink Wrapper.
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e ] REVISION 03-30-2020 DESIGNER: J[ T 0aTe 03-30-2020
#3 #1 SAFETY-MONITORING 4 INPUT EXPANDER MODULE SCHEMATIC :
G mm SRB-E-204PE MODELBP T\ - 6000 SHEET 2 OF 16
SLIDING DOORS DRAWING NUMBER:
Bl, #2 FLIGHT BAR _
83, #4 FILM FEED #5 KNIFE LIFT DOOR ARPAC 17647/7-0¢e




~AGe ek T INTENTIONALLY BLANK

— ArRPAC

OUR INTEGRATION - YOUR SUCCESS

REV. A

DESIGNER JT T
MODELBP T/ ~5000

ELECTRICAL
SCHEMATIC

SI1ZE: B

na1e 04-19-2020
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TO PAGE #6

L1 L1
Le Le
L3 o o o o L3
FROM PAGE 1
420FU 430FU 4407 U 4507 U
ATMR6E ATMRE ATMRGE ATMRGE
o —| u O —| u O —| u O —| U
| | oy MM m <~ Y ipiNipiNTp]
o o 5 b6 b6 b 6 b6 6 b 6 b b6 b
L1 L2 L3GND L1 L2 L3GND L1 L2 L3GND L1 L2 L3GND
o011 +24VDC —o011 +24VDC —o011 +24\VDC o011 +24VDC
FROM PAGE #1 | o1 sToP FROM PAGE H2 |:ﬂ1 STOP FROM PAGE &2 |:ﬁ>1 STOP |:ﬂ1 STOP
162 SI SAFETY1  SAFE- 2% S1 SAFETY1  SAFE- Sels SI SAFETY1  SAFE- Sels SI SAFETY1  SAFE-
TORQUE- TORQUE- TORQUE— TORQUE—
163 Se SAFETY2  prr 29/ Se SAFETY2  [rf c8/ Se SAFETY2  [orf c8/ Se SAFETY2  [orf
S+ SAFETY S+ SAFETY S+ SAFETY S+ SAFETY
+24\VDC +24\VDC +24\VDC +24\VDC
=0 4 COM, =0 4 COM, =0 4 COM, =0 4 COM

Cl RJ-45 SHIELD

QOO

<

(L]

REMOVE PROTECTIVE

JUMPER

Ce COMM COM

ALLEN BRADLEY
ADJUSTABLE FREQUENCY
POWERFLEX 525
25B-D2P3N104

INFEED CONV. DRIVE
(CD

1P110.255.255.41

0-10V PULSE SNK

0-20mA  DIG-IN  SRC
ENET

INFEED CONVEYOR #1
3/4HP 1.5A 460V

POWER FLEX 525 DRIVE SET UP
(DIFFERENT THAN DEFAULT)

MOTOR

DISPLAY | PARAMETER DESCRIPTIONS | SETTING
P031 RATED VOLTAGE 460
P033 MOTOR OL CURRENT 1.2 *
P046 START SOURCE 1 5 (ETH)
P0O47 SPEED REFERENCE 1 15 (ETH)
P041 ACCELERATION TIME 1 SEC
P042 DECELERATION TIME 1 SEC
P044 MAX FREQUENCY 60 HZ
A541 AUTO RESTART TRIES 0.0
A543 START AT POWER UP 1.0

* SET TO THE MAXIMUM ALLOWABLE MOTOR CURRENT

AUTO RESTART TRIES SET TO DEFAULT O

0oCl RJ-45 SHIELD

Ce COMM COM

ALLEN BRADLEY
ADJUSTABLE FREQUENCY
POWERFLEX 525
25B-D2P3N104

ACCELERATION CONV. DRIVE

(ACDD
1P110.255.255.42

0-10V PULSE SNK

0-20mA DIG-IN  SRC

ENET

EF

T1 7273

[T]

Cl RJ-45 SHIELD

*USE SHIELDED CABLE

AND GROUND SHIELD

ACCELERATION CONVEYOR MOTOR

INFEED
MOTOR

IHP 1.5A 460V

—p

WRAPPER DRIVES

SAFETY ZONE 3

CONVEYDOR

 —
-

FF, KN SERVO

SAFETY ZONE 2

Ce cOMM COM

ALLEN BRADLEY
ADJUSTABLE FREQUENCY
POWERFLEX 525
25B-D2P3N104

WRAP CONV. DRIVE
(WCD>

1P110.255.255.43

0-10V PULSE SNK
0-20mA  DIG-IN  SRC
ENET

EF

TL 7273

[1]

WRAP CONVEYOR MOTOR
IHP 1.5A 460V

WRAP TRANSITION | TUNNEL
CONV. ROLLERS | BELT
I
I
I
- D - : -
__________ |
FB SERVO

K¥INSTALL DRIVES WITH 27 CLEARANCE
1”7 CLEARANCE

TOP AND BOTTOM AND WITH
LEFT TO RIGHT

Cl RJ-45 SHIELD

*USE SHIELDE
AND GROUND

D CABLE
SHIELD

Ce CcOMM COM

ALLEN BRADLEY
ADJUSTABLE FREQUENCY
POWERFLEX 525
25B-DeP3N104

TRANSITION CONV. DRIVE
(TCD

1P110.255255.44

0-10V PULSE SNK
0-20mA  DIG-IN  SRC
ENET

EF

TL 7273

[1]

TRANSITION CONVEYOR MOTOR

0.5HP 0.8A 460V

— ArRPAC
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AL Lok O INTENTIONALLY BLANK

0103CB
\\ CIRCUIT BREAKER NUMBER

PAGE NUMBER

— ARPAC
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PUINT I/0 J-TYPE THERMUOCOUPLE INPUT MUODULE #5
1734-1721
TERM | PIN ADDRESS
UNUSED [N/al ©
UNUSED |N/al 1
UNUSED [N/a] 2
Po03 SHLD| 3
WHT PS04
3RD TUNNEL HEATER I Ov | 4| 1:5/0
P504T/C L
RED
POOS 1o | 5| 150
TUNNEL HEATER  WHT PS06
ENCLOSURE [ 1+ | 6 I5/1
PS06T/C L
RED
PS07
- 7| 15/1

REV., 11/26/2019
TERMOCOUPLE P306 HAS ADDED

— ArRPAC

OUR INTEGRATION - YOUR SUCCESS

REV. JAN S1ZE: B
sesoen 1T ELECTRICAL [3re04-02-3020
MODEL: 3 7[NE SCHEMATIC SHEET: Toe OF 7
DRAWING NUMBER:
ARPAC HEEEE-T06




FROM PAGE #1
460 VAC
GRN FROM PAGE #1
+24VDC
680FU 24 20
KTK-R-25
30A Class CCx*
681 682 683 J
.
CJUMP TO NEXT BUS SHARED CONTROL POWER
DRIVED TO DRIVE #2,3
BUS CONNECTOR JUMPS
BUS#ETI%S}B,UH%4%QE§E§FND‘R ‘ | TO EACH SERVO, PAGE #6,7,8
(GROUND CHASIS
+24VDC TO GROUNDY
o4 20 O O 1'1 O O
L1 Le L3 GRN | = 1 2
CONTROL POWER
(CP CONNECTORD
REGISTRATION PHOTO EYE 1 (CONTROL SIDE) DIGITAL INPUTS <IOD CONNECTOR)
r———~- LUMBERG CUNNECTOR | REGISTRATION 1 / HOME SHUNT POWER
eosrE | (D | M) !
n | | RED 2 COM
| | T 2
@ Bk } }693 E—— o |3 REGISTRATION 2
i \
NE) | - 4 SHLD
‘ L wHT |10 ] ALLEN BRADLEY
L (] KINETIX 5500
T
SAFE OFF 2198-H040-ERS
TRI-TRONICS mod., MEP45WLCF4 AXIS MODULE
SWITCH ON “DARK” 0SB+
BYPASS PLUS FILM FEED SERVO CONTROLLER AND DRIVE
0SB~ BYPASS MINUS (FFSCD)
294
SI SAFETY ENABLE 1
20
FROM PAGE #2 SC SAFETY ENABLE COM
295 S2 SAFETY ENABLE 2
MOTOR CONNECTOR
MOTOR FEEDBACK U Vv W GOND
CONNECTOR ‘
MF ‘ Q Q ? P i * Rockwell Recommendation for UL
= MOTOR BRAKE
1 GROUND MOTOR [ ORT 1 PORT 2
BRAKE CABLE ﬂ
2 WHEN USED)
aQ
| SERVO_JUMP1_ETH
( = TO PAGE #7
(CLAMP SHIELDED Jac} (#1585J-M8CBIM-0OM3>
SINGLE CABLE CABLE TO SERVD) - 8
#2090-CSWMIDF ~14AAXx M E L03XX
] \ \__pEvIcE NaME
N DEVICE NUMBER
n o
= u ol % PAGE NUMBER
2198-H2DCK CONVERTER KIT PINOUT S IS
TERMINAL|  SIGNAL WIRE COLOR @ o o X FROM PAGE #22 AR pA‘
[as] [as] m J
1 SIN+ BLACK DIGITAL INPUTS (IOD> CONNECTOR PINOUT < a o A . - ]
2 SIN- WHITE/BLACK 10D PIN DESCRIPTION 684l 685 686 OUR INTEGRATION - YOUR SUCCESS
3 cos+ RED 1 HIGH SPEED REGISTRATION/HOME POSITION
4 cos- WHITE/RED
. e iy (DUAL FUNCTION INPUT Wm HWW u? ¥ waNﬁ? .y A — 5
2 1/0 COMMON ELECTRICAL
6 ECOM WHITE /GRAY l i pestoner: T T a7 04-19-2020
7 EPWR_9V | ORANGE =
- 3 HIGH SPEED REGISTRATION INPUT, = SCHEMATIC | sheer
MODEL: _ !
10 DATA- WHITE/GREEN HIGH/LOW OR LOW/HIGH TRIGGERS REGISTRATION @ ******* 680M BPTW-5000 6 UF 16
i EEQR oy XRHAIIE/DRANGE 4 1/0 CABLE SHIELD TERMINATION e Var DRAWING NUVBER:
- VPL-BI6SIF—PJIPAA ARPAC 17647-06




GRN

BUS SHARED CONTROL POWER

(JUMP TO NEXT 24
DRIVED »——
— 20

+24VDC ]
24 W POWER
CONNECTOR [ e [
(GROUND CHASIS
5 5 o o0 GROUND) & &
20 L1 L2 L3 GRN | = 1 2
——— LUMBERG CONNECTOR CONTROL POWER
anire hove | O 1 gy ()
791PRY | | Fd DIGITAL INPUTS (IOD CONNECTOR)
@ - } }791 | 1 REGISTRATION 1 / HOME SHUNTlF’DWER
f f
0 [ 2 COM
|
\(O@ Q@ | g | 1B .
Z (] 0|3 REGISTRATION 2
3 WIRE 872C-DHANP12-D T
4 SHLD
ALLEN BRADLEY
KINETIX 5500
SAFE OFF 2198-H025-ERS
. AXIS MODULE
R
BYPASS PLUS KNIFE SERVO CONTROLLER AND DRIVE
OSB- BYPASS MINUS (KSCD)
294
SI SAFETY ENABLE 1
20
FROM PAGE #2 SC SAFETY ENABLE COM
295 S2 SAFETY ENABLE 2
MOTOR CONNECTOR
MOTOR FEEDBACK U v W GND
CONNECTOR ‘
MF [ 2 ¢ o o hd
= MOTOR BRAKE
1 GROUND MOTOR [ ORT 1 PORT 2
BRAKE CABLE ﬂ
2 WHEN USED)
&
= SERVO_JUMP2_ETH
( ) |5 TO PAGE #8
(CLAMP SHIELDED ol = (#1585J-M8CBIM-OM3)
CABLE TO SERVDD SINGLE CABLE 2 103XX
#2090-CSWMIDF ~14AA o
i = S \ Y pEviceE NamE
ol B DEVICE NUMBER
I:I‘ 2
4 ~ e PAGE NUMBER
o v [ip}
2198-H2DCK CONVERTER KIT PINOUT ; 7 B
TERMINAL|  SIGNAL WIRE COLOR % - ARPAC
J
1 SIN+ BLACK DIGITAL INPUTS <IOD> CONNECTOR PINOUT A PAGE #6 . - ]
2 SIN- WHITE/BLACK 10D PIN DESCRIPTION OUR INTEGRATION - YOUR SUCCESS
3 cos+ RED 1 HIGH SPEED REGISTRATION/HOME POSITION
4 cos- WHITE/RED (DUAL FUNCTION INPUTY Wm NWW u? v waNﬁ? REV. A S1ZE: B
S DATA+ GREEN B 1,0 COMMON FLECTRICAL
6 ECOM WHITE /GRAY l i pestoner: T T a7 04-19-2020
7 EPWR_9V | ORANGE =
- 3 HIGH SPEED REGISTRATION INPUT, = SCHEMATIC | sheer
MODEL: _ '
10 DATA- WHITE/GREEN HIGH/LOW OR LOW/HIGH TRIGGERS REGISTRATION @ ******* - 780M BPTW-5000 /7 OF 16
i EEQR oy XRHAIIE/DRANGE 4 1/0 CABLE SHIELD TERMINATION - SEe DRAWING NUMBER:
- VPL-BI003F—PJIPAA ARPAC 17647-07




GRN

(JUMP TO
NEXT 24  BUS SHARED CONTROL POWER
DRIVED —
20
+24VDC
24
[ @ ¢ |
(GROUND CHASIS
5 5 5 o 10 GROUND & &
LUMBERG CONNECTOR 20 Lt L2 L3 GRN | = 1 e
FLIGHT BAR I~~~ _ CONTROL POWER
HOME O ey ()
S ‘ ‘ 1 DIGITAL INPUTS (IOD CONNECTOR)
‘@ | I Igoy 1 HOME SHUNT POWER
‘ LOBIK | | 1
o M ‘ ‘ I 2 CcoM
| |
O e 2
L7 (] 3 REGISTRATION 1
DIFFUSE 42EF-SIMPA-F4 T 4 SULD
ALLEN BRADLEY
KINETIX 5500
SAFE OFF 2198-H025-ERS
. AXIS MODULE
.
BYPASS PLUS FLIGHT BAR SERVO CONTROLLER AND DRIVE
0SB~ BYPASS MINUS (FBSCD)
274
SI SAFETY ENABLE 1
20
FROM PAGE w2 SC SAFETY ENABLE COM
275 S2 SAFETY ENABLE 2
MOTOR CONNECTOR
MOTOR FEEDBACK U ovowoND
CONNECTOR ‘
MF [ 2 ¢ o o hd
= MOTOR BRAKE
1 GROUND MOTOR [ ORT 1 PORT 2
BRAKE CABLE G
2 WHEN USED>
)
\ NE
(CLAMP SHIELDED ( ) — l_T'
CABLE TO SERVD S09CR Ll =
SINGLE CABLE BRI+ BLK S J) R 103XX
#2090-CSBMLDF ~14AAxx BRK— Wit 200f clo N\ DpEVICE NaME
- Q
] b= DEVICE NUMBER
|
B = % PAGE NUMBER
ol v >l ©
> L R
2198-H2DCK CONVERTER KIT PINOUT S iy
TERMINAL|  SIGNAL WIRE COLOR &+ > ARPAC
Ul ¥
1 SIN+ BLACK DIGITAL INPUTS (IOD> CONNECTOR PINOUT o % PAGE #7 e -_ ]
2 SIN= WHITE/BLACK 10D PIN DESCRIPTION — OUR INTEGRATION - YOUR SUCCESS
3 cos+ RED 1 HIGH SPEED REGISTRATION/HOME POSITION
4 cos- WHITE/RED (DUAL _FUNCTION INPUT) Wm HWW u? V. WTGND? B%+ 3%7 REV. A SIZE: B
5 DATA+ GREEN = /0 comon CLECTRICAL
6 ECOM WHITE /GRAY l i pestoner: T T a7 04-19-2020
7 EPWR_SV | DRANGE =
- 3 HIGH SPEED REGISTRATION INPUT, = SCHEMATIC | sheer
MODEL: _ !
10 DATA- WHITE/GREEN HIGH/LOW OR LOW/HIGH TRIGGERS REGISTRATION @ ***** /(** >880M BPTW-6000 8 Uk 16
i EEQR oy XRHAIIE/DRANGE 4 1/0 CABLE SHIELD TERMINATION CNCTTER TR DRAWING NUMBER:
- VPL-BI003F—PJIPAA ARPAC 17647-08




INPUT MODULE #1

INPUT MODULE #¢2

24
1765-1016
FRDM PAGE #1 TERM ADDRESS
E-STOP SAFETY (ISR
RELAY r B 100
. 033———340—1 INO | 01/00
L _
FROM PAGE #2
WRAPPER _esR
FLIGHT BAR SAFETY r 7 o1
44 — | 013———14 f IN1| 01/01
L _|
FROM PAGE #2
WRAPPER FILM FEED & 3SR
KNIFE SAFETY RELAY [ n 102
—o13— ——14 o—1 IN2| 01/02
L _
|
E-STOP 1 | 1PB
OPERATOR STATION e 03
$ CONTROL SiDE © IN3| 01703
|
E-STOP 2 | cPB
AUX. DPERATOR STATION | 1041 184] 01704
SPARE 091 1ns| 01/05
106
SPARE ING| 01/06
|
POWER ON | 678
F-STOP RESET e 107
IN7| 01/07
SPARE 108 fiis | o01/08
SPARE 109 fiNs | o109
SPARE HO f10| 0110
SPARE o] o111
SPARE e
B e R IN12| 01/12
} TUNNEL MAX BACKUP BRN S ——1BLU
| DPTIONAL RECEIVER | p
| 113PE ‘113 IN13| 01/13
S 1
WRAPPER FROM CUSTOMER
DOWNSTREAM INTERLOCK 114p T 1 114 114
{ I | IN14] 01/14
(JUMP TF NOT USED) L __ ]
FROM PAGE #1
LINE E-STOP 115 I } T s 115 [inas| ot/1s
T 1T T
| J
DC CcOML
Oovbe 20
AAAAAI::: DC COMR
+24VDC

24

FILM FEED CONTROL
LEFT AND RIGHT SIDE

O
O

211PB JOG FILM

204BPB CYCLE STOP/RESET

E-STOP <::> 1 HOLE EXTRA DEEP
START <:>
STOP/RESET (:)
HALT/RIN | ()

4 HOLE EXTRA DEEP
CONV. JOG O

HMI ENCLOSURE
JOG CONV, START POWER E-STOP

O & O O 0 0O

HALT/RUN STOP/RESET

OUR INTEGRATION - YOUR SUCCESS

200PB FILM FEED ONE CYCLE

— ArRPAC

24
005 1769-1016
OFF TERM ADDRESS
ROLL #1 f ROLL #p 200
X—oto— INO | 02/00
\ } \
| |
| Al— | 201
Il & oK INT| 02/01
SPARE c02
CYCLE START c03PB 2| 02702
CONTROL SIDE> 1 203
OPTION AUX. STATION
OPPOSITE SIDE ot 203APB
IN3| 02/03
Cvele stop 204PB 204APB 204BPB  204CPB
204A | 204B_ | 204C 204
IN4| 02/04
MANUAL FILM FEED
CONTROL SIDE cuSP'B °05
OPTION AUX. STATION S0SAPE NS} 02705
OPPOSITE SIDE -
20
PRODUCT HALTED6SSRUN
(OPERATOR STATION) 2%, o6l INe| 02706
O
| 206LT
olo
JOG CONVEYORS 207PB o
(CONTROL SIDE) . 207 IN7| 02707
O
OPTION AUX. STATION
OPPOSITE SIDE 207APE
O
SPARE INg | 02/08
OPTION _AUX, STATION e0
PRODUCT HALTEO9SSRUN
OPPOSITE SIDE }%, 209
5 IN9 | 02/09
| 209LT
7/ N
SPLICING BAR: 210PB 210APB
MANUAL SEAL L opm 1 210 [IN10] 02710
O O
JOG FILM 211PB
(CONTROL SIDE) o o11
o 5 .
OPTION AUX. STATION %EfPB INI1| 02/11
OPPOSITE SIDE
21
SPARE INt2| 02/12
213
SPARE IN13| 02/13
214
SPARE IN14| 02/14
215PS —
AIR PRESSURE LU 215
IN RANGE BLK
01O INtS| 02/15
DC COMI
AAAAAI:éiDC come
+24V/DC OvIC

24

REV. A SIZE: B
sesoen LT FLECTRICAL e 54-19-2020
MODELRPT\/ =& 000 SCHEMATIC SHEET: 9 0Or 16
DRAWING NUMBER:
ARPAC 17647-09




INPUT MODULE #3 INPUT MODULE #4

24
1765-1016 1769-1Q16
300 TERM ADDRESS TERM ADDRESS
SPARE
STATIC ELIMINATOR STATIC ELIMINATUR 1SE INO | 03/00 SPARE . 400jNO | 04/00
FAULTED WHT 7~~~ 7BLK 301
L
FROM PAGE 1 SE1 FROM PAGE #2
PRODUCT BEFORE b hime 1 emer e 8
DOOR #1 CLOSE r 1
FLIGHT BAR 0 0vDC INL| 03/01 ‘ v Q ‘ 401 | IN1| 04/01
T
START FILM FEED AND F/BAR) ppy———— 51U ‘ L e s
e —
RETROREFL. BLK 302 DOOR #2 CLOSE 7778E7177FEDM PAGE #2
PRODUCT ON ROLLERS 20 0vpCLS02PE IN2| 03/02 ( e | 402|IN2| 04/02 INFEED 45 WRAPPER TUNNEL
(DETECT SKEWED LOAD BRN BLU ‘ ‘ ; — — —
e L e e .
RETROREFL. e —
o |BLK 903 DOOR #3 CLOSE _ SE2 FROM PACE #2 o #1
50 OVDC S0P IN3| 03/03 ( QS T 403]IN4| 04/03
T
DETECT NO FILM ON F/BAR BRN[= T ——BLU ‘ L]
HIGH-SEE FILM PRESENTS SO4PE-LOW NO FILM SE2 FROM PAGE #2
CLEAR DBJ | B € 304 HIGH - SEE FILM | pOoOR #4 CLOSE r———— 1
20 OVIC 304PEC IN4| 03/04 | Y2® | 404 |IN4| 04/04
LOW FILM SUPPLY ROLL #1 BRN————BLU ‘ R —
RETROREFL. SE2 FROM PAGE #2
BLK A1 [ S al 1
50 ovpCL30SPEC INS| 03/05 DOOR #5 KNIFE CLOS =Q | 405|INS| 04/05
T
LOW FILM SUPPLY ROLL #2 BRN[ =< 1BLU ‘ L]
RETROREFL. BLK 306
306PEC IN6| 03/06 _ 408]ING| 04/06
SPARE
307PRX
BLU BLK
DANCER DUT U N7 | 03707 SPARE . 407|IN7| 04/07
308PRX
BLU BLK 308
PILM JAMMED INS | 03/08 SPARE 408]IN8 | 04/08
309PRX
BLU BLK
WED BRAKE 30%0Ns | 03/09 <PARE 40909 | 0409
20 BLU
0VDC
OVERWRAP FLIGHT BAR SLOPRX
. BRN BLK 310
TORBUE LIMITER DK O C IN1O| 03/10 SPARE 410 [TN10| 04710
NBB 1.5-8GM40-E2-V1
411
SPARE sy o/ SPARE INI1| 04/11
312 412
SPARE - _@NI2| 03/12 SPARE —  IN12| 04/12
0103CB
313 413 e
SPARE IN13| 03/13 SPARE — IN14| 04/13 CIRCUIT BREAKER NUMBER
PAGE NUMBER
314 IN14| 03/14 414 [IN14| 04/14
SPARE , SPARE —
315 [IN15| 03/15 415 [IN15| 04/15 OUR INTEGRATION - YOUR SUCCESS
DC COMI DC COM1 REV. A st B
ovDC 0vDC FELECTRICAL
20 pe come 20 pc come pESIGNER: JT T aTe 03-30-2020
SCHEMATIC
MODELBP T\ - 6000 Tt 10 OF 16

e4 DRAWING NUMBER:

ARFPAC 1764/-10




JUuTPUT MODULE #5

1769-0B16
ADDRESS ‘ TERMINAL
1120CB FROM PAGE #1
VDC
1120 — 24 24 upe 20
54
05/oocr4{§§240
ouTo) 500 SPARE
05/o1cr4{£§&1%T1 - 501S0L
ol o & FILM ROLL #1
»
BRAKE
OS/OE.FA{%;@BJE - 502501
ol o e FILM ROLL 2
p
BRAKE
05/o3¢r4{§§240
ouT3| s03 SPARE
05/04 ¢ 504S0OL
ouT4] S04 o/ o ¢ 45 AIR BEARING & NOSE BAR
SOLVLV
L
05709 F4{£;E3J5 505
SPARE
05/061r4{£;égi6
S SPARE
05/07'r4%3§
ouT7| s07 SPARE
05/08 L S508CR
§;DQJ8 508 [ > e MCR OFF AFTER COOL DOWN — NOJ #1 | #1
RELAY N.C
05/09 ¢ SO3CR NO| #8
£;DQI9 509 y FLIGHT BAR BRAKE RELEASE  NC
RELAY
24 S09CR 5094 (BLKD
TO FB MOTOR BRAKE
0510 ¢ S10CR 0103C3
uTt1o] s1o0 N.O| #1
<::>4444» FILM SPLICING e \\\\\x, CIRCUIT BREAKER NUMBER
BAR RELAY N.C
PAGE NUMBER
05/11 ¢ CYCLE ON
FA{%;%ggll 511 SPARE SleLT PILOT LIGHTS
4441(}54444b CONTROL SIDE
p S12LT
05/12 b—%]a 512 G/ .
AN OPPOSITE SIDE
S12BLT
k:f o GREEN STACK LIGHT
7/ AN
L S13LT E-STOP (SOLID) OR
05/13
%igUT13 S13 YaY_ 4 FAULT CONDITION (BLINKING)
AN RED STACK LIGHT AR pAc
0514 51407 LOW FILM SUPPLY (BLINKING)
uT14 s14 N | DOVERRIDE AFTER WRAPPER OUR INTEGRATION - YOUR SUCCESS
A ® INTERLOCK (SOLID)
S YELLOW STACK LIGHT REV A S1ZE: B
05/15 ELECTRICAL
446;igﬁ 515 Efﬁ“* e pesioNER: JT T pate 04192020
MOPELB P T\ — 6000 SCHEMATIC  [sheen 11 OF 16
DC COM] 20 DRAWING NUMBER:
20 ARPAC 17647-11




JUTPUT MODULE #6

1769-0W16
ADDRESS TERMINAL
VAC-VDC1
1220 IEED\CB 44 20
OA FROM PAGE #1
600SV
guTol coo
06/00 &——=0 OJ\/—O—«
0uT1 | e 601S0L
06/01 ¢———o o/\ro—e
guTel esoe
06/02 ¢&——F—=0 SPARE
OuT3] 603
06/03¢——=0 SPARE
guT4| 604
06/04 &——=0 SPARE
605CR
06/05"—H—DUOT5 609 4
4 p\_/ ]
ouTe 606
06/06 &————0 SPARE
ouT”’
06,07 607 BRN BLU
VAC-VDCe 1221CB
leel — 24
oA
guTs| 608 Al AR
06/08———=
Al Al
o S
Al Al
o B
Al — A
[E—
ouTe| goo
06/09¢——=0 SPARE
ouTiq 610
06/10 &——F—=0 SPARE
ouTly) enn
06/11 &——F—0 SPARE
ouTld 612
06/12 &———=0 SPARE
ouT1d 613
———{I—=o0 SPARE
06/13
ouT1i4 ci14
06/14 &——o0 SPARE
quTid 615CR
06/15 L4~ OIS .
g—A—=2
6154 6158
20

DUMP VALVE (FILM DANCERD
SOL VLV,

FILM SPLICING BAR
SOL. VLV

SAFETY RESET
RELAY

N.O| #2 | #2
N.C

POWER TO N.O| #1
STATIC ELIMINATOR NT‘—’*

USE 804003-358 CABLE

DOOR #1 LOCK
DOOR #2 LOCK
DOOR #3 LOCK

DOOR #4 LOCK

UPSTREAM INTERLOCK
RELAY

— ARPAC

OUR INTEGRATION - YOUR SUCCESS

REV. A SIZE: B
vsoer LT ELECTRICAL e 04—19—-P020
woeegp Ty 2000 | SCHEMATIC S 5 oF 16
DRAWING NUMBER:
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~ALES 1o-1o0 Ler IO INTENTIONALLY BLANK

— ArRPAC
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ALLEN BRADLEY COMPACTLOGIX

#1 #e #3 #4 #5 HE #/
16 POINT | 16 POINT
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Time: 1:15:08PM

Date: 12/1/2020
Arpac BOM

Parent Number: 17647-e Parent Revision: O
Description: ASSY, ELEC, #17647, BPTW-6000

Model:

Assembly Part Number: 17647-ELEC
Description: ASSY, ELEC, #17647, BPTW-6000

Item Qty Arpac Part Description
1 1.00 123456-675D BPTW-6000, ELEC, SUBASSY, 460VAC, WRAPPER CORE, COMPACTLOGIX, 856T Light
2 1.00 123456-333 JIB CRANE KIT




Date: 12/1/2020

Parent Number:

Model:

Assembly Part Number:
Assembly Drawing Number:

Time: 1:15:52PM

Arpac BOM

17647-el Parent Revision: O
Description: ASSY, ELEC, #17647, BPTW-6000

123456-675D
123456

Description: BPTW-6000, ELEC, SUBASSY, 460VAC, WRAPPER CORE, COMPACTLOGIX, 856T Light

Quantity: 1.00
Item Qty Arpac Part Description
1 1.00 123457-002D  BPMP - OPERATOR INTER ENCL ASSEMBLY -UPDATED PARTS LIST -
2 1.00  804000-599 CIRCUIT BREAKER, 3P 50A 480V H-FRAME TRIP(THM/MAG)=NOMIN/0500A IR=25KA
3 1.00  804000-643 CIRCUIT BREAKER, ACCESORY, H-FRAME, TERMINAL LUG, QTY 3, FCCu 1x14-1/0(2.
4 1.00  804000-621 CIRCUIT BREAKER, ACCESSORY, LUG KIT, H-FRAME 6 WIRES/LUG WITH TERMINAL C(
5 4.00 804003-139 CABLE, QD, 5M 90-DEGREE MICRO 4-PIN BLK PVC, (USE 848706 FOR STRETCH)
6 2.00 804003-323 CABLE, QD, 10M 90-DEGREE MICRO 4-PIN BLK PVC
6 9.00 804003-135 CABLE, QD, 5M STRAIGHT MICRO 4-PIN BLK PVC
7 2.00 804003-324 CABLE, QD, 10M STRAIGHT MICRO 4-PIN BLK PVC, Female, Straight, PVC Cab:
7 3.00 804003-204 CABLE, QD, 5M STRAIGHT MICRO 8-PIN BLK PVC
8 2.00 804003-212 CABLE, QD, 10M STRAIGHT MICRO 8-PIN BLK PVC
9 1.00  804003-363 CABLE, QD, 10M 90-DEGREE MICRO 5-PIN YEL PVC
10 1.00  804000-756 CIRCUIT BREAKER, 1P 1A 277V TRIP=05-10 IR=10KA UL1077 SUPPLEMENTAL PRO
11 2.00 804000-758 CIRCUIT BREAKER, 1P  3A 277V TRIP=05-10 IR=10KA UL1077 SUPPLEMENTAL PRO
12 3.00 804000-760 CIRCUIT BREAKER, 1P  5A 277V TRIP=05-10 IR=10KA UL1077 SUPPLEMENTAL PRO
13 1.00  804000-764 CIRCUIT BREAKER, 1P 10A 277V TRIP=05-10 IR=10KA UL1077 SUPPLEMENTAL PROT
14 5.00 804000-655 CIRCUIT BREAKER, 1P  5A 277V TRIP=05-10 IR=10KA UL489
15 1.00  804000-657 CIRCUIT BREAKER, 1P 10A 277V TRIP=05-10 IR=10KA UL489
16 1.00  804000-675 CIRCUIT BREAKER, 1P 15A 277V TRIP=10-20 IR=10KA UL489
17 1.00  804000-659 CIRCUIT BREAKER, 1P 20A 277V TRIP=05-10 IR=10KA UL489
17 1.00  804000-661 CIRCUIT BREAKER, 1P 30A 240V TRIP=05-10 IR=10KA UL489
18 1.00  804000-800 CIRCUIT BREAKER, ACCESSORY, 1494V VARIABLE-DEPTH FLANGE MOUNTED FOR 140G
19 1.00  804000-469 CIRCUIT BREAKER, OPERATING MECHANISM ROD FOR ENCLOSURE DEPTH min 9 1/8 m
20 1.00  804036-149 DISCONNECT, 1494V COMPONENT, OPERATING HANDLE, PAINTED METAL, FOR 30/60,
21 2.00 804010-035 CONNECTOR, 4P, DC MICRO (M12) FEMALE, STRAIGHT, 4A 250V, FIELD ATTACHABLE
22 1.00  804010-039 CONNECTOR, 4P,FEMALE,90 DEGREE,FIELD WIRABLE
22 5.00 804010-109 CONNECTOR, 4P, DC MICRO (M12) MALE, STRAIGHT, 4A 250V, FIELD ATTACHABLE |
23 2.00 804010-207 CONNECTOR, HOUSING, ETHERNET-PASS-THRU FOR-BULKHEAD-W/2-RJ45-PORTS (CAT ¢
24 2.00 804002-123 CONTACTOR, SAFETY, IEC 3P 30A COIL= 24VDC 1NO/4NC-AUX COIL-W/INTEGRATEL
25 1.00  804031-041 COOLING, AIR CONDITIONER, 1200BTU 115VAC, 2.1A 15.5 X 7 X 9 WITH CENTER
26 2.00 804012-801 DISTRIBUTED I/0, CABLE, 1585 ETHERNET CABLES, 8 CONDUCTORS, RJ45, STRAIGH
27 1.00  804012-680 DISTRIBUTED I/0, CABLE, 1585 ETHERNET CABLES, 8 CONDUCTORS, RJ45, STRAIGH
28 4.00 804012-695 DRIVE, AC, 1.00HP 480V 3PH 2.3A POWERFLEX 525 DRIVE
29 1.00 804012-799 DRIVE, SERVO, KINETIX 5500 FRAME 1 AND 2 INPUT CONNECTORS, DC AND HIGH P(
30 2.00 804012-800 DRIVE, SERVO, KINETIX 5500, FRAME 3 DC AND POWER T CONNECTOR
31 2.00 804012-796 DRIVE, SERVO, KINETIX 5500, MID RANGE DRIVE 195-528VAC, 3 PHASE, 20.0RMS
32 1.00 804012-795 DRIVE, SERVO, KINETIX 5500, MID RANGE DRIVE 195-528VAC, 3 PHASE, 32.5ARMS
33 1.00 804012-804 DRIVE, SERVO, MOTOR FEEDBACK , POWER , BRAKE CBL, 15M, 14AWG, FLYING LE/
34 2.00 804012-798 DRIVE, SERVO, MOTOR FEEDBACK AND POWER CBL, 15M, 14AWG, FLYING LEAD, MII
35 1.00 804014-133 ENCLOSURE, 20X 16 SUBPANEL 17.00X13.00
36 1.00  804993-080 ENCLOSURE, 20X 16X 08 NEMA12 1DR WALLMOUNT
37 1.00  804014-901 ENCLOSURE, 60X 38X 12 NEMA12 1DR WALL-MOUNTED FLANGE-DISC WITH HANI
38 1.00  804014-847 ENCLOSURE, 60X36, SUBPANEL 60X36 GALVANIZED
39 1.00  804014-567 ENCLOSURE, ACCESSORY, FLOOR-STAND-KIT 6IN-HEIGHT FOR-12IN-DEEP-ENCLOSURE
40 1.00  804014-602 ENCLOSURE, ACCESSORY, LIGHT, LED 15IN 24VDC, W/MOUNTING & WIRING HW



Date: 12/1/2020 Time: 1:15:53PM
Arpac BOM

Parent Number: 17647-el Parent Revision: 0
Description: ASSY, ELEC, #17647, BPTW-6000
Model:

Assembly Part Number: 123456-675D

Assembly Drawing Number: 123456

Description: BPTW-6000, ELEC, SUBASSY, 460VAC, WRAPPER CORE, COMPACTLOGIX, 856T Light
Quantity: 1.00

Item Qty Arpac Part Description

41 2.00 804014-522 ENCLOSURE, PUSH BUTTONS 3 HOLE 30.5MM

42 1.00 804014-680 ENCLOSURE, PUSHBUTTON- 1 NEMA12 30MM , EXTRA DEEP, 4X4X4.75 CARBON
42 1.00 804014-076 ENCLOSURE, PUSHBUTTON-1 NEMA4  30MM

42 1.00  804014-052 ENCLOSURE, 10X 04X 03 NEMA4 JBOX SCREW-COVER DOMED-COVER (NOT-FLAI
43 1.00 804014-143 ENCLOSURE, PUSHBUTTON-4, NEMA12, 30MM, 10 X 4 X 4.75, EXTRA-DEEP

44 1.00  804005-730 ETHERNET SWITCH, 8 PORT (COPPER), UNMANAGED, DIN RAIL MOUNT, STRATIX 200
45 1.00  804005-345 ETHERNET SWITCH, 5 PORT (COPPER), UNMANAGED, DIN RAIL MOUNT, STRATIX 200
46 1.00  804036-071 FUSE HOLDER 30A 2 POLE CC CLASS 600V WITH BLOWN FUSE INDICATOR

47 4.00 804036-072 FUSE HOLDER 30A 3 POLE CC CLASS 600V WITH BLOWN FUSE INDICATOR

48 1.00 804036-086 FUSE HOLDER 60A 3 POLE J CLASS 600V WITH BLOWN FUSE INDICATOR

49 13.00  804015-060 FUSE, 6A 600V FAST-ACTING CLASS-CC

50 2.00 804015-188 FUSE, 15A, 600V, TIME DELAY, CLASS CC, CURRENT LIMITING, HIGHLY INDUC
51 3.00 804015-182 FUSE, 45A 600V, CLASS J, DUAL ELEMENT TIME DELAY, LOW-PEAK® LPJ

52 1.00  804010-228 GRACEPORT, ETHERNET (CAT 5E), SINGLE 120VAC OUTLET, UL TYPE 4

53 1.00 804017-228 LIGHT STACK, AMBER, 70MM , LED STEADY, TYPE 4/4X, IP66/67,

54 1.00  804017-243 LIGHT STACK, BASES PREASSEMBLED, 40 CM ALLUM POLE MOUNT, 24V AC/DC, TYPE
55 1.00 804017-226 LIGHT STACK, GREEN, 70MM , LED STEADY, TYPE 4/4X, IP66/67,

56 1.00  804017-227 LIGHT STACK, RED, 7OMM , LED STEADY, TYPE 4/4X, IP66/67,

57 1.00  804017-236 LIGHT STACK, SOUNDER PIEZO, TOP MOUNT, SINGLE CIRCUIT, 8 TONES, TYPE 4/4)
58 1.00  804018-250 OPERATOR INTERFACE, PANELVIEW PLUS 7 - 10", PERFORMANCE MODEL, BRANDLESS
59 1.00  804007-296 PHOTO SENSOR, "MARKEYE PRO" REGISTRATION MARK SENSOR, WITH GLASS FIBEROP’
60 1.00  804007-140 PHOTO SENSOR, CLEAR-OBJECT DC NPN/PNP QD RANGE=1M W/6IN-PIGTAIL DARK-OPEF
61 1.00  804007-136 PHOTO SENSOR, DIFFUSE DC PNP QD RANGE=5IN W/6IN-PIGTAIL SHARP-Cl
62 1.00  804007-013 PHOTO SENSOR, FIBER-OPTIC-CABLE 36IN SS BIFURCATED  90-DEG-TIP THREADEI
63 4.00 804007-234 PHOTO SENSOR, REFLECTOR, 1.36" ROUND, W M5 MTG SCREW POST

64 4.00 804007-135 PHOTO SENSOR, RETRO-POLAR DC PNP QD RANGE=3M W/6IN-PIGTAIL NEMA4X/6F
65 1.00  804005-271 PLC, COMPACTLOGIX, ACCESSORY END CAP RIGHT

66 1.00  804005-303 PLC, COMPACTLOGIX, ACCESSORY, IFM CBL 0.1M 1769-IQ16 AND -IQ16F INPUTS
67 1.00  804005-569 PLC, COMPACTLOGIX, ACCESSORY, IFM CBL 0.2M 1769-0A16 OUTPUTS TO IFM20F
68 1.00  804005-802 PLC, COMPACTLOGIX, ACCESSORY, IFM CBL 0.2M 1769-0B16 OUTPUTS TO IFM20F
69 3.00 804005-520 PLC, COMPACTLOGIX, ACCESSORY, IFM CBL 0.2M 1769-IQ16 INPUTS TO IFM20F
70 1.00  804005-511 PLC, COMPACTLOGIX, ADDRESS RESERVE MODULE

71 1.00  804005-275 PLC, COMPACTLOGIX, DIGITAL 160UT 24VDC SOURCE

72 4.00 804005-266 PLC, COMPACTLOGIX, DIGITAL 16IN 24VDC SINK/SOURCE

73 1.00 804005-276 PLC, COMPACTLOGIX, DIGITAL, 160UT RELAY

74 1.00  804005-269 PLC, COMPACTLOGIX, POWER SUPPLY, 120/240VAC, 2.0A @ 5VDC, 0.8A @ 24VDC
75 1.00  804005-350 PLC, COMPACTLOGIX, CPU 2MB, DUAL ETHERNET, USB PORT, 8 AXIS CIP MOTION
76 6.00 804993-133 PLC, IFM BASE, DIGITAL, 20PT, 2-LEVEL, NARROW

77 1.00 804019-160 POWER SUPPLY, 24VDC 10A CONTINUOS, 15A POWER BOOST (5S) 120VAC, 4A 1
78 3.00 804006-130 PROXIMITY SENSOR, DC 2-WIRE 4.0MM NO QD 12MM UNSHIELDED SHORT-BARREL, S//
79 1.00  804006-371 PROXIMITY SENSOR, DC 3-WIRE 2.OMM NO QD 8MM PNP SHIELDED

80 1.00  804006-170 PROXIMITY SENSOR, DC 3-WIRE 4.OMM NO QD 12MM PNP UNSHIELDED SHORT-BARREL
81 2.00 804004-663 PUSH BUTTON, 30MM EXTENDED HEAD W/O GUARD  LED, 12-130 VAC/DC, AMBER
82 4.00 804004-008 PUSH BUTTON, 30MM EXTENDED RED MOMENTARY  1NO/1NC NEMA4



Date: 12/1/2020

Arpac BOM

Parent Number: 17647-el Parent Revision: 0
Description: ASSY, ELEC, #17647, BPTW-6000
Model:

Assembly Part Number: 123456-675D
Assembly Drawing Number: 123456

Time: 1:15:53PM

Description: BPTW-6000, ELEC, SUBASSY, 460VAC, WRAPPER CORE, COMPACTLOGIX, 856T Light

Quantity: 1.00

Item Qty Arpac Part Description

83 2.00 804004-010 PUSH BUTTON, 30MM FLUSH BLK MOMENTARY 1NO/1NC NEMA4

84 2.00 804004-012 PUSH BUTTON, 30MM FLUSH BLU MOMENTARY 1NO/1NC NEMA4

85 1.00 804004-009 PUSH BUTTON, 30MM FLUSH GRN MOMENTARY 1NO/1NC NEMA4

86 2.00 804004-130 PUSH BUTTON, 30MM FLUSH GRY MOMENTARY 1NO/1NC NEMA4

87 2.00 804004-372 PUSH BUTTON, 30MM GUARDED GRN ILL LED 12-130V, MOMENTARY 1NO/1NC, UL TYPE
88 2.00 804004-108 PUSH BUTTON, 30MM MUSHROOM RED ILL LED 12-130V, PUSH-PULL 1NO/1NCLB NE
89 3.00 804035-015 PUSHBUTTON, CONTACT BLOCK FOR 800T/H, SHALLOW, 1NO/1NC

90 4.00 804008-071 RELAY, CONTROL 2PDT COIL= 24VDC 10A MINIATURE-SQUARE-BASE W/PILOT-LI
91 1.00 804008-159 RELAY, CONTROL 4PDT COIL=24 VDC 10A, MINAITURE-SQUARE-BASE REQ. 80:
92 1.00 804008-088 RELAY, CONTROL MCR NONCATS3 4PDT 14-BLADE, SOCKET FOR-F-MINIATURE-SQUAF
93 1.00 804008-195 RELAY, SAFETY EXPANSION RELAY MSR132E 24V 4 N.O 2 N.C , NO TIME DELAY
94 3.00 804008-151 RELAY, SAFETY MINOTAUR MSR127RTP 24V IN=2NC OUT=3NO MONITORED MANUAL -AU
95 4.00 804008-072 RELAY, SOCKET 2PDT 8-BLADE FOR-HF-MINIATURE-SQUARE-BASE-RELAY

96 1.00 804005-998 REMOTE CONNECTION, EWON, FLEXY 205 W/ 4 PORT LAN/WAN CONFIGURABLE

97 2.00 804021-027 SELECTOR SWITCH, 30MM 2-POS ILL 24V NEMA 4

98 1.00 804021-019 SELECTOR SWITCH, 30MM 3-POS MAINTAINED, NON-ILLUMINATED 2NO/2NC

99 4.00 804025-261 SWITCH, DOOR, ACCESSORY, Fully-Flexible Actuator (GD2 model only)

100 4.00 804025-260 SWITCH, DOOR, Guard Locking Switch - TLS-GD2: Soloenoid Voltage: 24V AC/I
101 1.00 804025-225 SWITCH, MAGNETICALLY CODED, 2 N.C. SOLID-STATE RELAYS, W/ LED INDICATOR,
102 1.00 804022-260 TERMINAL BLOCK, GROUND BLOCK WITH RAIL CONTACT 30 TERMINAL 3 TALL

103 1.00 804024-082 TRANSFORMER, 1PH 0.25KVA 120/240|24 OPEN-TYPE, FOR SPLICE BAR, UL, RELE/
104 1.00 804024-004 TRANSFORMER, 1PH 3.0KVA 240/480|120/240 NEMA3R ENCAPSULATED

105 1.00 804024-182 TRANSFORMER, TERMINAL COVER, FOR 50-1000VA HEVI-DUTY OPEN TYPE XFORMERS
106 1.00 999999-003 WIRING MAT'L PER MACHINE TYPICAL NORMAL USAGE

107 1.00 804014-916 ENCLOSURE, ACCESSORY, DISCONNECT ADAPTOR FOR UNIVERSAL CUTOUTS (MUST ORDI
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Assembly Part Number: 123456-333
Assembly Drawing Number: 123456
Description: JIB CRANE KIT
Quantity: 1.00

Item Qty Arpac Part Description

1.00 804003-063 CABLE, 4 CONDUCTORS, 16 AWG, SO CORD, COIL TYPE (12')
2 1.00 804029-011 CONNECTOR, 2P+G FEMALE RECEPTACLE 15A 125V NEMA TYPE 5-15R UL CSA IP:
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SupportPro

8.1. Service Information Introduction

This section contains an overview of ARPAC's field service policies. ARPAC aims to
deliver the highest level of service with the assistance of the aftermarket department,
SupportPro™,

8.2. Objective

To furnish our customer with prompt,. competent, and complete service so they can
operate at optimum efficiency.

SupportPro is a one-stop, national aftermarket solution, representing strategic
secondary packaging equipment partners. Our facilities in Chicago and Syracuse,
combined with a nationwide field service network, allow us to provide a complete
range of aftermarket services. We offer these in a convenient, cost-effective, and
value-added manner for our equipment partners and end-customers across the US.

8.3. Service Personnel

Our technical services work to optimize your equipment investment. With their
experience in servicing APRPAC equipment, instructing customer’s personnel in
correct operation and maintenance is a simple task. All field service technicians
receive support from the factory and engineering departments.

8.4. Training

An ARPAC advantage is free lifetime training for customers purchasing packaging
machines from ARPAC or its distributors. Knowledge of machines leads to power,
performance, and profitability. SupportPro teaches theory of operation, machine
setup and operation, preventive maintenance and long-term care. For further
information please contact SupportPro at 844.777.8776.

© ARPAC, A Duravant Company 8-1



BPTW Operation and Maintenance Manual

8.6.

8.7.

ARPAC & SupportPro Commitment

Consistently accessible to communicate with customer(s). Service Technician  avail-
ability for supervision and instruction of personnel. The goal of the tech is to mini-
mize downtime of your production facilities and commence training of your
personnel.

Tech Scheduling

Please allow 10-days advance notice to schedule a SupportPro technician. Emergency
situation are handled as quickly as possible. If assistance is required please contact
SupportPro to schedule a technician at 844.777.8776.

Instillation Policy

All equipment is unloaded, unpacked and inspected for any damage. If there is any
damage, the Bill of Landing will need to be signed describing the damage.

Prepare area to install your ARPAC equipment. Assemble your equipment.

Provide qualified technicians, operators, and maintenance personnel to start up
system.

The SupportPro Advantage

Leverage our aftermarket services. Our secure web portal gives you access to all doc-
umentation of your machines. Therefore, no need to reorder any lost manuals, sche-
matics, or bill of materials. In addition, the portal user can access pictures and videos
of their machine to visually understand the machine. Finally, the portal gives the
machine operator secure way to contact SupportPro with any questions or concerns.
Details about the web portal will be sent via email after the machine is shipped.

SupportPro
3500 Lacey Road, Suite 290
Downers Grove, IL 60515
844.777.8776

© ARPAC, A Duravant Company



lllustrated
Parts List

9.1. Ordering Parts

For your convenience, replacement parts and accessories can be ordered from ARPAC
by contacting SupportPro.

SupportPro
3500 Lacey Road, Suite 290
Downers Grove, IL 60515
844.777.8776
service@supportpro.com

Open for service Monday through Friday
7:00 AM to 6:00 PM (Central Time)

Please have the following information available to ensure quick, easy, and accurate
service.

e Your name and telephone number
e Your P.O. (Purchase Order) number
¢ Your preferred method of delivery

9.1.1. Replacement Parts Policy

Should a replacement part be needed, ARPAC’s return material authorization policy
must be adhered to. ARPAC will not distribute equipment or parts without a purchase
order from an authorized ARPAC distributor. This procedure includes warranty and
non-warranty replacement parts. A return authorization will be issued at that time,
and credit will not be issued until the suspect part has been received and inspected.

© ARPAC, A Duravant Company 9-1



BPTW Operation and Maintenance Manual

9.2. How to Use This Parts List

9.2.1. General Part Numbers

This chapter contains all part numbers necessary to order MTE-1100 tray erector
replacement parts and assemblies.

This illustrated parts breakdown is presented in disassembled order. Detail parts are
shown below their respective upper level assemblies whenever possible.

The parts lists follow the illustration for a particular assembly and represent compo-
nents of that assembly. The number listed in the quantity column is the number of
the specific part required to complete the assembly and may not reflect the quantity
needed for the entire system.

The lists are divided into four columns. The item/index numbers refer to the identifi-
cation number located on the drawing. The part number is the Arpac part number,
used to identify the part for ordering. The part description column lists each part
name, and the quantity column lists the quantity of that part used in that particular
assembly.

Illustrations are shown before the parts list for each assembly when available.

© ARPAC, A Duravant Company
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PROD #| PRODUCT DESCRIPTION PATTERN | WIDTH |LENGTH| HT | RATE RETURN TO:
1 12 OZ 4-PACK CARTON, 6 PER TRAY 1X1X1 | 15.60 1040 (481 | 15 A@@A@
2 12 OZ 6-PACK CARTON, 4 PER TRAY 1X1X1 | 15.60 1040 |4.81| 15 GEN ERAL NOTES
3 12 OZ 12-PACK CARTON, 2PER TRAY 1X1X1 | 15.60 10.40 |4.81| 15 PRODUCT ELEVATION: 47" +2/-0
4 355 ML 12 COUNT LOOSE 1X1X1 9.04 6.78 6.13| 30 ELECTRICAL POWER: 460V 60HZ 3PH, 152 FULL LOAD AMPS .
5 | 355 ML 4-PACK CARTON, 6 PER TRAY |1X1X1 | 1356 | 9.04 |6.13| 15 '\C"S:\:‘P%EggégiTEA;E)EgS?';"OF’PEEF{:&'f&éOgQ’E 5SK£J§§)C3RO SCFM @@%@ 9555 WEST IRVING PARK RD.
: SCHILLER PARK, IL 60176
7 355 ML 12-PACK CARTON, 2 PER TRAY | 1 X1 X1 | 13.56 9.04 6.13| 15 FILM THICKNESS: 1.5 - 2.0 MIL LDPE prawN: 8-20-2020 | sr: SRA scate:  N/A ‘ size: B
ARPAC PAINT COLORS: BLACK & SILVER SED: : o .
8 16 OZ 24 COUNT LOOSE 1X1X1 | 15.60 1040 |6.13| 15 IP ADDRESS SGHEME- 10.255 255 XXX EE;EQR'IE:TION: FLenave:  S17647 | APPROVED BY:
9 16 OZ 4-PACK CARTON, 6 PER TRAY | 1X1X1 | 1560 | 1040 |6.13| 15 PLC FIRMWARE VERSION: STUDIO 5000 V30 LAYOUT, TRAY WRAPPER, BPTW-6000
10 16 OZ 6-PACK CARTON, 4 PER TRAY 1X1X1 | 15.60 1040 |6.13| 15 HMI FIRMWARE VERSION: FACTORY TALK STUDIO V10 DRAWING NUMBER:
BLUE MARBLE PRODUCTIONS S17647
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112380—-007
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112380—-004

112380—-003

112380—-002

112380-001

ASSY NUMBER

I

121309 WLDMT, GUARD, FAN, SAFETY, 16 DIA

121296 FAN, EXHAUST, 16" DIA BLADE, 20" SQ, MOD

112382—XXX|[BAR, MTG, FAN, COOLING, BELT

112381 BKT, MTG, FAN, COOLING, BELT

PART NUM DESCRIPTION

BILL O F MATERIAL

Aﬁlﬁ] A 9511 WEST RIVER ST.
SCHILLER PARK, IL 60176
+ 1/

FRAC

UNLESS OTHERWISE SPECIFIED 'ronEzo)N?)EmMALs
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ALL DIMENSIONAL TOLERANCES: Tl-lg

(3) DECIMALS
AN

orRan:  8—2—99 e JPC soue: 1 /8"=1" | sz A

ReeaseD:  8—2—99  [ruewwe 112380 |awerovepe:  JPC

DESCRIPTION:

ASSY, FAN, COOLING, BELT

DRAWING NUMBER:

112380
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REVISIONS

RV| DATE BY DESCRIPTION

A | 11-26-18 | JW UPDATED PER DCR #18591

PART NUMBER = 12109/-—XY

WT = INSIDE TUNNEL WIDTH

T 17 e r 48 | 36 7/16 |120885-007
44 | 34 7/16 [120885-006
40 | 32 7/16 |120885-005
36 | 30 7/16 |120885-004
32 | 28 7/16 |120885-003
28 | 26 7/16 |120885-002
24 | 24 7/16 | 120885-001
WT A ITEM #5

®
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~
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[
R

ae\‘((((((((m\“h
“‘“‘\((((((((((((\\\\\\\))));g;)jw
\(K(((((((«\\\\\\)))) “w‘
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ALY

X =N WO O |~

oy

VOLTS = VOLTAGE FOR ENTIRE TRAY
VE = VOLTAGE FOR SINGLE ELEMENT

T
[
[
T
o
Il

|

| i@ UImD 575 | 300 | 3000 | 804016-019 | 13
| ¥ (D QImID
} i QI QI 460 | 230 | 3000 | 804016—014 03
o ( “ VOLTS | VE |WATTS ITEM #8 Y
Hie=c===4
Y
F::: - @
3 | % 13| 3 [141722—002(SS RND TBG 1/2 0D x 16 Ga WALL x 2 3/32 LG
| X I | 121 2 [141722—001](SS RND TBG 1/2 0D x 16 Ga WALL x 1 31/32 LG
| 11| 5 [141723-004|SS THRD ROD, 1/4-20, 4 1/2 LG
| 10| 4 [141723—003[SS THRD ROD, 1/4—20, 15 1/2 LG
9 | 8 |804016—XXX|HEATER
8 | 2 1803878 BUSH, CERAMIC, #20, W/ CLAMP
7 | 4 [108680—003|STRAP, CONNECTOR, ELEMENT, 3 1/4 LG
6 | 4 |108680—001|STRAP, CONNECTOR, ELEMENT, 1 31/32 LG
5 1 1 [120885—XXX|WLDMT, FRAME, TRAY, ELEMENT, EIGHT, ...
. 4| 1 1108678 COVER, TRAY, ELEMENT
31 1 108677 INSULATION, COVER, TRAY, ELEMENT, INTAKE, UPPER
| 2 1 2 1101977 HANDLE, TRAY, ELEMENT
1 B -—5 - 112 101976 INSULATOR, TRAY, ELEMENT
|
| ﬁ,/////<:> ! H ITM|QTY| PART NUM DESCRIPTION
3 [ - roninfl ’ i
52 ‘ :::::% - g 5 ; & i
4 F===F=" ) N 5 & 7 ] Bl L L o F MATERIAL
4 - N/ B -\ |
i | i | A@@A 9511 WEST RIVER ST,
| - SCHILLER PARK, IL 60176
| FRACTIONS + 1/64
| UNLESS OTHERWISE SPECIFIED TWO (2) DECIMALS + 0.010
ALL DIMENSIONAL TOLERANCES: THREE (3) DECIMALS + 0.005
ANGLES + 0.5
orawN: 1 0—26—98 |en JPC SCALE: 1/4”:1 7 |size: B
PART NUMBER 12109/7-3Y SHOWN ABOVE RELEASED: 10 —26—98& |rfenave: 121097/ APPROVED BY: JPC
"ASSY, TRAY, ELEMENT, 8, TUNNEL, INTAKE, UPPER,
SERIES WIRING

DRAWING NUMBER:

121097/
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REVISIONS

5% RV| DATE BY DESCRIPTION

A [7-13—-15 [SRA[ADDED ITEM 19 STOP BLOCK

|0 Ol

— g le—— N ——
P
-L

16 MINIMUM

6 5/8 MINIMUM

== NOTES:

JIB CRANE MOUNT PLATE (ITEM 1)
ONLY USED WHEN CLEARANCE

IS AVAILABLE INSIDE OF FRAME.

PRESS FIT TIMKEN CUP (ITEM 9)
INTO JIB CRANE BEARING CUP

ITEM 5). PRESS FIT TIMKEN CONE
ITEM 8) ONTO JIB COLUMN (ITEM 2).
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XXXXXX-009
YOOKXXX-008 :
XXXXXX-007
- - XXXXXX-006 ITEM 18 NOT SHOWN
92 5/16 44 215251-004
o7 318 50 215051-003
72 5/16 29 215251-002 : 9511 WEST R'VER ST
e T A@@A SCHILLER PARK, IL_ 60176
84 5/16 29 215251 2
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' AL DIMENSIONAL TOLERANGES: et s Satiass % ;&iag
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DRAWING NUMBER:
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[] il [ | ITM[QTY] PART NUM DESCRIPTION
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J L 1 2 n
r A UNLESS OTHERWISE SPECIFIED R obemas ool
| | ] [ ALL DIMENSIONAL TOLERANCES: THREE )DECIMALS  +0.005
+0.5°
: : I I prAWN:  11-12-07 BY: YYL scae: 1/4"=1" I size: C
: : l I ReLeaseD:  11-12-07 |renave: 251074  |aeProvepev:  YYL
. . OESORFTON - ASSY, PRODUCT, COOLING, 3-WAY
H 4 0% * 43" W
DRAWING NUMBER:
251074
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EXAMPLE: 128320
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FINISH- PAINT PER CUSTOMER SPEC.

REF- 1 1/2 HP BLOWER PART NUMBER; 114196

NOTE- HARD INSULATION IS USED ON

THE TOP. SOFT INSULATION IS USED ON
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FLOW —

1"S|zE:D

267444

+1/64
£0.010
+0.005
DRAWING NUMBER:

+05°

[sone: 3/32"

9511 WEST RIVER ST.
SCHILLER PARK, IL 60176
FRACTIONS
THREE (3) DECIMALS
ANGLES

HG

TWO (2) DECIMALS
‘FILENAME: 267444 ‘APFR[NEDBY:
ASSY, COVER, TUNNEL, 3 ZONE

ITEMS 14 NOT SHOWN

UNLESS OTHERWISE SPECIFIED
ALL DIMENSIONAL TOLERANCES:

orawn: 11/19/2019 [ev:

DESCRIPTION:

RELEASED:

NOTE




size: B

+0.010
+0.005
+0.5°
=1"
SRA
298889

scace: 1/16"

APPROVED BY:

+1/64

DRAWING NUMBER:

SCHILLER PARK, IL 60176

9511 WEST RIVER ST.
FRACTIONS

THREE (3) DECIMALS

ANGLES

GP

TWO (2) DECIMALS

298889
3 ZONE

BY:
FILENAME:

[T

M& = \
=

* A

1 ‘

ASSY, CONV, DRIVE, TUNNEL

(L
1l

1l

10/17/13

DESCRIPTION:

UNLESS OTHERWISE SPECIFIED
ALL DIMENSIONAL TOLERANCES:

orawn: 10/18/2013

RELEASED:
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APPLY ITEM 12 RULE TO SURFACE OF ITEM 10

11

©9/32" TO BE DRILLED
DURING ASSEMBLY
FOR HDL.

] 1 Joer [hE (e B
11| 1 |322623 POINTER, SCALE
10| 1 |322622 PLT, MTG, SCALE
e o | 2 1220369.002 EEACER, 9732 D X 10D X1 172
8 | 1 (816551 HDL, L, RATCHETING, 10 SERIES
—_ ® =1 1 |s1654a EESI,ELSII\#%AR, FLANGE, DOUBLE,
= @ 5 | 1 lsozess )r?\éos, BLACK, PLASTIC, 5/16-18
g 5 | 1 la1020 élég/l, SUPPORT, PHOTO-EYE
4 | 1 |225597 NUT, TEE, BKT, PE REG
3 | 1 (224003 PLT, BASE, PE REG
2 | 1 [224004 BKT, MTG, PE REG
T 1 1 a2z E)OCI,\'II(?;USION, 1010 SERIES 14.75"
ITM|QTY | PART NUM DESCRIPTION
BILL OF MATERIALS
9511 WEST RIVER ST.

ARG/

SCHILLER PARK, IL 60176

UNLESS OTHERWISE SPECIFIED = TwO (2) DECIMALS
ALL DIMENSIONAL TOLERANCES: THREE (3) DECIMALS

FRACTIONS +1/64
+0.010
+0.005

ANGLES +0.5°

DRAWN:

12/8/2015

BY:

SRA SCALE: 1:4 | size: A

FILENAME:

322675

DESCRIPTION:

ASSY, REGISTRATION, PRINT, FILM

2

25

DRAWING NUMBER:

322675




B ! A
< BILL OF MATERIALS
E ITEM QTY |NUMBER DESCRIPTION
S 1 2 [324876 ROD, CONNECT
5 2 2 324877 PLT, LATCH
- 3 2 800407 1B/l1JgT,GOI__Itl('BI'E, FLG, 0.3765 X 0.502 X 1/4, 5/8 OD X
[7p]
g 4 2 800323-001 $§|II\DIR BOLT, SHLDR, 3/8 DIA X 3/8 LG, 5/16-18
<
Elﬁ; 5 2 800444 WSHR, OILITE, 0.390 X .750 X 1/32 THK
2
& =
—T
@ o o
1 REV DATE | BY |NOTE
REVISIONS
NOTES 9555 W. Irving Park Rd SIZE SCALE |MATERIAL DESCRIPTION
« INTERPRET PER ASME Y14.5M-1994. A R PAC Schiller Park, IL 60176 .
- DIMENSIONS ARE IN INCHES [mm]. vnww arpac.com A 1:8 | SEE BILL OF MATERIALS ASSY, LATCH
+ DIMENSIONS IN PARENTHESES FOR FILE\CONFIG |324878\324878 3RD ANGLE| UNITS
REFERENCE ONLY. i | SIMILAR TO -
» BREAK SHARP EDGES AND CORNERS. |5 | DATE CREATED |Monday, March 19, 2012 8:56:03 AM @=7 | INCH
+ PROPRIETARY NOTICE: THIS = |DATE UPDATED |Friday, March 1, 2019 11:08:29 AM TOLERANCES
INFORMATION IS THE PROPERTY OF UPDATED BY hhg FINISH NUMBER
ARPAC LLC AND SHALL NOT BE USED X/X: +1/32
FOR ANY PURPOSE OTHER THAN - |DATE CREATED |Wednesday, May 11, 2016 12:35:35 PM X.XX: +.015 Finish <not specified>
THAT FOR WHICH IT WAS OBTAINED. | £ |DATE UPDATED |Tuesday, December 17, 2019 2:00:07 PM X.XXX: +.005 324878
« CREATED IN SOLIDWORKS 2013. 4 |UPDATED BY MFitch ANGLES: +1°

"C:\ARPAC_VAULT\Designs\_BRANDPAC\BPTW\324878.slddrw" accessed Tuesday, December 17, 2019.

Z%

SHEET 1 OF 1




D B | A
24
<] NOTES 324968 BILL OF MATERIALS
- ITEM | QTY | NUMBER DESCRIPTION
= 1 1 319236 WLDMT, ARM, DANCER
(o)
- 2 1 | 228365-001 BAR, DANCER, STATIONARY, RH
5 3 1 | 228365-002 BAR, DANCER, STATIONARY, LH
om
Q 4 1 324967 BKT, CYL, RH
e ° ° %TF 5 1 | 324967-001 BKT, CYL, LH
L 6 1 324855 BKT, SENSOR, PROX, DANCER
7 5 | 111467-004 RLR, IDL, AL, 1.660, 30 5/16 LG
8 6 | 111467-003 RLR, IDL, AL, 1.660, 31 5/16 LG
SHAFT, RLR, HEX, 7/16, TAPPED 1/4-
9 5 | 101811103 | 5431’ FRAME WIDTH, SEAL WIDTH
SHAFT, RLR, HEX, 7/16, TAPPED 1/4-
10 | 6 | 101811132 | 54535 | ' FRAME WIDTH, SEAL WIDTH
CYL, AIR, 1-3/4 BORE, 6 STROKE, AL
2 "] 2 801962 SQUAREHEAD, CLEVIS MNT
12 | 2 800439 | WSHR, OILITE, 0.628 X 1.250 X 1/8 THK
12 800439 | WSHR, OILITE, 0.628 X 1.250 X 1/8 THK
CYL, AIR, 1-3/4 BORE, 6 STROKE, AL
—= L 801962 SQUAREHEAD, CLEVIS MNT
SHAFT, RLR, HEX, 7/16, TAPPED 1/4-
10| 6 | 101811-024 | 5 35| ' FRAME WIDTH. SEAL WIDTH
SHAFT, RLR, HEX, 7/16, TAPPED 1/4-
9 | 5 | 101811-262 | 51 37| ' FRAME WIDTH, SEAL WIDTH
8 | 6 | 111467-001 RLR, IDL, AL, 1.660, 38 3/8 LG
7 | 5 | 111467-006 RLR, IDL, AL, 1.660, 38 3/8 LG
/A 6 | 1 324855 BKT, SENSOR, PROX, DANCER
5 | 1 | 324967-001 BKT, CYL, LH
4 | 1 324967 BKT, CYL, RH
3 | 1 | 228365-002 | BAR, DANCER, STATIONARY, LH
2 | 1 | 228365-001 | BAR, DANCER, STATIONARY, RH
1| 1 | 319236-001 WLDMT, ARM, DANCER
ITM | QTY. | PART NUM DESCRIPTION
324968-001 BILL OF MATERIALS
1 324968-001

"C:\ARPAC_VAULT\Designs\_BRANDPAC\BPTW\324968.slddrw" accessed Wednesday, January 22, 2020.

A 1/22/2020 SRA |324855 WAS 324855-001
REV DATE BY |NOTE
REVISIONS

NOTES 9555 W. Irving Park Rd SIZE SCALE |MATERIAL DESCRIPTION
« INTERPRET PER ASME Y14.5M-1994. ARPAC Schiler Park, L. 60176 .
- DIMENSIONS ARE IN INCHES [mm]. i arpac.com B 1:12 | SEE BILL OF MATERIALS ASSY, DANCER, BPTW
+ DIMENSIONS IN PARENTHESES FOR FILE\CONFIG |324968\324968 3RD ANGLE| UNITS

REFERENCE ONLY. o | SIMILAR TO - c
* BREAK SHARP EDGES AND CORNERS. | 9| DATE CREATED |Wednesday, March 7, 2012 9:12:41 AM @=3 | INCH
+ PROPRIETARY NOTICE: THIS = |DATE UPDATED |Wednesday, January 22, 2020 3:49:55 PM TOLERANGCES

INFORMATION IS THE PROPERTY OF UPDATED BY sarcher FINISH NUMBER

ARPAC LLC AND SHALL NOT BE USED X/X: £1/32

FOR ANY PURPOSE OTHER THAN I | DATE CREATED |Friday, April 22, 2016 8:16:20 AM X.XX: £.015 NONE

THAT FOR WHICH IT WAS OBTAINED. | < |DATE UPDATED |Wednesday, January 22, 2020 2:38:09 PM XXXX: +.005 324968
« CREATED IN SOLIDWORKS 2013. G |UPDATED BY  |sarcher ANGLES: +1°

B A SHEET 1 OF 1




BILL OF MATERIALS

5
5 ITEM | QTY |[NUMBER DESCRIPTION
K 1 1 106765-001 OVER WRAP ADJ. NUT - RH
§ 2 1 106765-002 OVER WRAP ADJ. NUT - RH
W 3 4 Default ITRACK GUIDE CLIP
g 4 1 106771 INOSE BAR, AIR
) 5 2 106777 CROSS MEMBER
§ 6 1 106778 SHAFT, IDLER
< 7 2 231335-001 ROLLER, IDLER, BELT CONV.
8 1 231349 BAR, NOSE, CONVEYOR, INTRALOX
9 1 231350 PLATE, BED, A = 27.50"
10 2 231393 GUIDE, CENTER
11 2 308115 Xv#g)hlg’ SCREW, TAKE-UP, 1" 3/8-16 THREAD,
4 12 1 311656 SPECIAL WASHER 4
13 2 324935 ROD, CONNECT
14 2 324936 /ANGLE, MTG, OVERWRAP
15 4 324937 BAR, VERT.
16 2 324938 BAR, MTG, CROSS
17 1 364027 PLT, SIDE, CONV, OVERWRAP
18 1 364027-001 PLT, SIDE, CONV, OVERWRAP, OPPOSITE
19 2 364028 BLK, TENSION, BELT
A 20 4 364029 BLK, MTG, TORQUE ARM
21 2 364030 BAR, MTG, OVERWRAP
0 22 1 364031 SHAFT, TAKE-UP, A = 32.75"
23 1 364032 ?glgg:r DRIVE, OVERWRAP, A=3797",B=
24 1 364035 PIN, LOCKING, 1.5"
RING, SNAP, EXTERNAL, 2 1/16" SHAFT, BLACK
@ 2 2 [sorier OXIDE FINISH "
2 5.25FT |826594 ﬁst‘g,\f\gg‘g—\sL, BLUE, FLUSH GRID, 23"W,
27 7 826595 SPKT, 19T, 1-1/2 SQ BORE, 3.1 PD
- 28 2 827116 BRG, FLG, 11D, 2-BOLT, 3.89 BOLT CNTRS —
MOTOR-GEARBOX, 172 HP, 2307460V 60HZ, 175
29 1 870545 RPM, HELICAL BEVEL, 3/4" DIA HOLLOW SHAFT,
M4 MTG, TB4, CEIl W/TOR!
30 1 847059 STATIC BAR, 1Q EASY, 22.06" EFF LG, 27.17" LG,
\W/RT ANGLE CONNECTOR CABLE
o 31 1 Default BKT, FITTING, GREASE
32 1 364673 IWLDMNT, BKT, MTG, E-BOX
33 1 364673-001 IWLDMNT, BKT, MTG, E-BOX
./ o
[ @
3 0 3
N (9
] =
>>> PRODUCT FLOW >>>
|
|
|
! )
2 ‘ 9 2
[
T
|
\
‘ )
[
1
|
|
|
| ; : : .,
B i . . . L
|
|
J . 711I 7LI
SECTION A-A
1 1
/ADDED BRACKETS 364673 AND 364673-001,
B 11/18/2019 | SRA |GEARMOTOR WAS 870544
A 9/16/2019 SRA |INCREASED QUANTITY OF 364029 FROM 1 TO 4
REV DATE BY |NOTE
REVISIONS
NoTES p—— SZE | SCALE |VATERAL DESGRIPTION
+ INTERPRET PER ASME Y14.5M-1994. Schiller Park, IL 60176 N
. g:mgng:gng ﬁf&}\‘gém?u%gé’g’;%}z AR;AC ‘www.arpac.com D 1:6 |SEE BILL OF MATERIALS ASSY’ CONV’
DIMENSIONS IN PA _[e conric ™ Tozasroassro RO ANGLE| UNITS OVERWRAP
 BREAK SHARP EDGES AND CORNERS. | 8| DATE CREATED |Monday. Api 15, 2013 6:36:13 AM INCH
INFORMATION IS THE PROPERTY OF | = | ORDATED By~ |savangy: November 18,2019 11:31:14 AM TOLERANCES | Y
ARPAC LLC AND SHALL NOT BE USED XIX: £1/32
FOR ANY PURPOSE OTHER THAN {Z |DATE CREATED |Friday, May 6, 2016 12:30:34 PM X.XX: £.015 NONE
THAT FOR WHICH IT WAS OBTAINED. | £ [DATE UPDATED |Tuesday, Decemoer 17, 2019 1:59:44 PM XXX £.005 324970
+ CREATED IN SOLIDWORKS 2013. © |UPDATED BY MFitch
I
"C: \ﬂRFACivAULT\Des\gns\iﬁRANDPAb\BFT\/\A324S7D slddrw" accessed Tuesday, December 17, 2019, c B A SHEET 1 OF 1



V\RPAC B SIZE FORMAT R2.2

NOTES

15

: | \ g

e %

L N

e

25

24

BILL OF MATERIALS

Accessed: Thursday, April 2, 2020
File: "C:\ARPAC_VAULT\Designs\_BRANDPAC\BPTW\324983.slddrw"

ITEM | QTY |NUMBER DESCRIPTION
1 2 101806-059 RLR, IDL, AL, 1.25
2 10 |800275-030 FSNR, WASHER, FLAT, 5/8, SAE HARDENED
3 2 101883-007 SHAFT, RLR, HEX, 5/16, TAPPED, 10-32, 31.500 LG 31.5 31.5
4 5 123689-006 ROLLER, SLIP
5 1 324969 PLT, SIDE, CONV
6 1 324969-001 PLT, SIDE, CONV
7 1 106743 XMBR, CONV, TRANSITION
8 5 218717 SHAFT, RLR, IDLER
9 10 (827119 BRG, FLG, 5/8 ID, 2 BOLT
10 1 828561 SPKT, 35B18, MOD, 1.000 BORE
1 5 800560 COLLAR, SHAFT, SET SCREW, 5/8
12 3 324961 SPACER, SPKT, IDLER
13 3 800912 SPKT, 35BB20H, IDLER, 5/8 ID
MOTOR-GEARBOX, 1/2 HP, 230/460V 60HZ, 175 RPM, HELICAL
14 1 870545 BEVEL, 3/4" DIA HOLLOW SHAFT, M4 MTG, TB4, CElI,
W/TORQUE ARM
15 2 827116 BRG, FLG, 11D, 2-BOLT, 3.89 BOLT CNTRS
16 1 324954 DRIVE SHAFT
17 5 828560 SPKT, 35BS15-5/8, 5/8" BORE, 3/16" KW & 2 SS
18 1 311656 SPECIAL WASHER
19 1 324956 ROD, HEX STANDOFF, GEARBOX ANTI-ROTATION TORQUE
ARM MTG, 1" HT SHOULDER
20 1 800459 CHAIN, RLR, #35, RLR RVT, (HANAGATA-G9000408)
21 4 140369-138 SPACER, 1" OD, 13/32 ID
22 1 324862 GUARD, CHAIN
23 2 324856 BKT, LUBRICATION, 6 POINTS
24 2 364668 BKT, MTG, AIR TUBE
25 1 364669 TUBE, AIR
A 4/2/2020 SRA |ROLLER 123689-006 WAS 106740
REV DATE BY [NOTE
REVISIONS
SIZE SCALE . FINISH
B 18 | AATREDAC Sehiervaricll soi76
- www.arpac.com
3RDANGLE | UNITS  [i5tes
O3 | INCH | pereretomamie e (O0
TREIEIE, | DHENSIONS IONNIE\A(«RENTHESFE@?}')R SEE BILL OF MATERIALS
+ BREAK SHARP EDGES AND CORNERS.
XIX: £1/32 « PROPRIETARY NOTICE: THIS
X.XX: £.015 INFORMATION IS THE PROPERTY OF DESCRIPTION
ANGLES: +1° FOR WHICH IT WAS OBTAINED. ASSY! CONV’ TRANSITION
« CREATED IN SOLIDWORKS 2013.
FILE DETAILS
FILE\ CONFIG 324983\324983
| SIMILAR TO - ) NOVBER
S |DATE CREATED | Tuesday, April 9, 2013 5:06:00 AM
= |DATE UPDATED  |Thursday, April 2, 2020 3:06:43 PM
UPDATED BY sarcher
Iz |DATE CREATED | Thursday, April 7, 2016 1:16:29 PM 3 24 9 8 3
= |DATE UPDATED | Thursday, April 2, 2020 3:06:44 PM
S |UPDATED BY sarcher
A

SHEET 1 OF 1




ARPAC D SIZE FORMAT R4

—
T

—_—

]

g o ° | oy B

T b e & = bdbobs

BILL OF MATERIALS

ITEM | QTY |NUMBER DESCRIPTION

1 1 [101825 SPKT, 50815, MOD, 1.000 BORE

2 1 [101835-018 _|SPACER. SPKT, IDL, 1.125 LG

3 1 [101843-047 _ [24.36

4 1106704 BAR, NOSE, ENTRY

5 1__[106706 SHAFT, PIVOT

6 1106707 NOSE BAR, EXIT

7 2 [106708 BLOCK, TAKE-UP

8 2 (106709 BOLT, TAKE-UP

9 1__[106717-000A _|ROLLER, TAKE-UP

10 9 [123689-001 _|ROLLER, SLIP

1 1 [124553 STRIP, WEAR, BELT SUPPORT

12 2 [124556 PLT, MTG, BELT, SUPPORT

13 1 [124845 SPKT, 35823, MOD, 1.000 BORE

14 1 [192792-001 __|CLAMP, MTG, ROLLER, TRANSFER, LH

15 1 [192792-002 __|CLAMP, MTG, ROLLER, TRANSFER, RH

16 1 [192793 ROLLER, TRANSFER

17 2 [o74256 COLLAR, 7/8" BORE, EXCENTRIC

18 1 [311656 SPECIAL WASHER

19 1 [324863 NUT, 5/8-11, KEYED

20 2 [324864 BKT, LUBRICATION, 12 POINT

21 1 [364674 GUARD, KNIFE

22 1 [324866 BKT, MAGNET

23 4324870 SPACER. 1" OD, 13/32 1D

24 2 [s24872 SPACER, DRIP PAN

25 2 [324872:001 __|SPACER. DRIP PAN, A= 0.75

26 2 [324873 XMBR, PLT, BED

27 1 |304874 PAN, DRIP, ACCE CONV

28 2 [324875 CLAMP, MTG, NOSE BAR

29 1 |304878 ASSY, LATCH

30 1 [324945 LATCH, MTG

31 1 [324945-001 __|LATCH, MTG

32 1 [324946 PLATE, BED, PIVOT

33 1 [304947 SHAFT, TAKE-UP

34 1 |324948 PLATE, BED, STATIONARY

P 324049 ROD, HEX STANDOFF, GEARBOX ANTI-
ROTATION TORQUE ARM MTG, 1" HT SHOULDER

36 1 324951 PAN, DRIP, ACCEL

37 1 324955 SHAFT, DRIVE

38 9 324958 SHAFT, ROLLER

39 7 324961-002 SPACER, SPKT, IDLER

40 1 324984 SHAFT, SQ, DRIVE

41 1 324985 PLT, SIDE

42 1 324985-001 PLT, SIDE

43 1 357186 BAR, CROSS, BELT SUPPORT

44 1 357187 STIFFENER, PLT, BED, STATIONARY

45 1 364085 BKT, MTG, COVER, DRIVE, ACCEL CONV

46 1 364086 BKT, MTG, COVER, DRIVE, ACCEL CONV

47 1 364088 COVER, CHAIN, SLIP DRIVE, ACCEL CONV

48 18 800275-030 fsﬁNR, WASHER, FLAT, 5/8, SAE HARDENED

P 2 lsoozon BUSH. OLITE FLG, 0.802X0627X 172 7/8 ODX

50 | 3.6FT (800468 CHAIN, RLR, #50

51 1 [800515 LINK, CONN, #35,

52 | 18 800578 COLLAR, SHAFT. CLAMP, 1-PIECE, 5/8

5 1 300905 SPKT, 50BB15H, IDLER, 5/8 ID, HARDENED
I;TEETH

54 7 [800912 SPKT, 35BB20H, IDLER, 5/8 1D
RETAINER RING, SELF SET, 1-1/2" HAFT

55 2 [B00970 C-TYPE W/SE/T(SBCSR;EW s/ i SQGSO s

56 2 802789 BRS /;T'l-'ri[; é)[()ﬂ 16X5/16L,25/32 FL D,

57 2 [809371 }ANDLE, MACHINE, SOLID AL, CLEAR ANODIZED
BELT, ACETAL, BLUE, FLUSH GRID, 23"W,

58 1 |s26504 LT \CETAL

59 7 826595 SPKT, 19T, 1-1/2 SQ BORE, 3.1 PD

60 4 827116 BRG, FLG, 11D, 2-BOLT, 3.89 BOLT CNTRS

61 18 827119 BRG, FLG, 5/8 ID, 2 BOLT

62 9 (828560 ISPKT, 35BS15-51, 56" BORE, 316" KW & 258
SPRING, WASHER, TRIPLE-WAVE, 0.651D, 0.86

63 18 [847054 0D, 0.01TH, 0.07HT

64 1 849655 SPKT, 50B16, MOD, 1.000 BORE,
MOTOR-GEARBOX, 3/4 HP, 230/460V 60MZ, 174

65 1 [s70863 RPM, HELICAL BEVEL, 3/4" DIA HOLLOW SHAFT,
M1 MTG, TB2, CEIl, W/TORQUE ARM

66 1 |soosse CHAIN, RLR, #35, RLR RVT

67 1 [364674-001 _ |GUARD, KNIFE

68 1 [369662 PLT, MTG, PE

69 1 [369663 PLT, MTG, REFLECTOR

NOTE: ITEM 51 NOT SHOWN

SECTION B-B

B 3/26/2020 SRA |REMOVED PART # 364083
IADDED GUARDS 364674 AND 364674-001,
A 1729120 SRA " |ADDED PLATES 369662 AND 369663
REV DATE BY [NOTE
(69) REVISIONS
NOTES P SIZE | SCALE |VMATERAL DESCRIPTION
« INTERPRET PER ASME Y14.5M-1994, A R PAC S ek . 50178 .
+ DIMENSIONS ARE IN INCHES [mm]. " D 1:5 | SEE BILL OF MATERIALS ASSY, CONV,
* DIMENSIONS IN PARENTHESES FOR FILE\CONFIG  |324986\324986 3RD ANGLE[ UNITS
REFERENCE ONLY 2 |sMiLARTO ~ | INCH ACCELERATION BPTW,
 BREAK SHARP EDGES AND CORNERS. | 5 |DATE CREATED | Monday, March 19, 2012 5:14:24 P HABASIT
: Tt \J h 4
INFORMATION IS THE PROPERTY OF | = | OPDATED Bv_ |sariar March 26, 2020 5:44:18 P TOLERANCES | Y
ARPAC LLC AND SHALL NOT BE USED XIX: £1/32
FOR ANY PURPOSE OTHER THAN & |DATE CREATED |Monday, May 16, 2016 10:26:24 AM XXx:£015  |NONE
THAT FOR WHICH IT WAS OBTAINED. | £ |DATE UPDATED | Thursday, March 26, 2020 5:44:19 PM XXXX: £.005 324986
+ CREATED IN SOLIDWORKS 2013. S |UPDATED BY sarcher ANGLES: +1°
I
"C:ARPAC_VAULT\Designs\ BRANDPACIBPTWI324986.slddrw" accessed Thursday, March 26, 2020 G F % B A SHEET 1 OF 1




H F E i D c l B \ A
N 325893-001 BILL OF MATERIALS 325893 BILL OF MATERIALS
£ ITEM | QTY |NUMBER DESCRIPTION ITEM | QTY |NUMBER DESCRIPTION
< 1 1 |238437-002 _ |ROLLER, TENSION, UPPER 1 1 238437 ROLLER, TENSION, UPPER
& 2 1 |225602-005 _ |SHAFT, RLR, PINCH, LWR 2 1 |225602-002 _|SHAFT, RLR, PINCH, LWR
i 3 1 [264315-002  |SHAFT, KNIFE, HEX 3 1 264315 SHAFT, KNIFE, HEX
s 4 13 [137619 BLADE, TITANIUM NITRIDE COATING 4 11_[137619 BLADE, TITANIUM NITRIDE COATING
S 5 1 [111420-001 __|RLR, DRIVE, UPR 5 1 [111429 ROLLER, DRIVE, UPPER BPTW-5401
g 6 1 |324803-001 _ |ROLLER, LOWER, PINCH, 2ND, 27 1/2 LG 6 1 |324803 ROLLER, LOWER, PINCH, 27 1/2 LG, BPTW-70
E 7 1 |325898-001 _ |ASSY, TABLE, KNIFE, BPTW 7 1 |325898 ASSY, TABLE, KNIFE, BPTW
B 2 1809370 FSNR, WASHER, C'SINK, 4MM, TYPE GN184 8 2 809370 FSNR, WASHER, C'SINK, 4MM, TYPE GN184
9 2 [205630-002 _|SHFT, DRIVE 9 2 [225630-004 _|SHAFT, DRIVE, CRS, 1.00 OD, 35.50 LG
10 5 |111467-006  |RLR, DL, AL, 1.660, 38 3/8 LG 10 5 |111467-016  |RLR, IDL, AL, 1.660, 30 1/2LG
11 5 [101811-375 SHAFT, RLR, HEX, 7/16, TAPPED 1/4-20 11 5 |101811-365 E(':,'AFTv RLR, HEX, 7/16, TAPPED 1/4-20, 31 9/64
4 12 1 [223946:005 | XMEMBER 12 1 |223946-004___|XBAR, ROD, 1.000, TAPPED, 1/4-20, 31 9/64 LG
13 1325894 PLT, SIDE, LWR, RH 13 1 [325894 PLT, SIDE, LWR, RH
14 1325895 PLT, SIDE, LWR, LH 14 1 [325895 PLT, SIDE, LWR, LH
15 2 1325023 PLT, SUPPORT, ROLLER, PINCH, UPR 15 2 325923 LT, SUPPORT, ROLLER, PINCH, UPR
B 16 2 [326204-001 _ |ANGLE, MTG, FILM FEED : - - -
16 2 [326204 ANGLE, MTG, FILM FEED
17 1203803 NUT, ADJ, 5/8-11 17 1 |203803 NUT, ADJ, 5/8-11
PULLEY, TIMING, 32T, 8MM P, 21MM W, 1210 0%
18 2 [823123 EUSHING BeQURey 8 2 ls23123 PULLEY, TIMING, 32T, BMIM P, 21MM W, 1210
feust BUSHING REQUIRED
/ | 19 1803982 BUSH, 1210, TAPER, 1 BORE X 1LG 19 1 [s03gs2 BUSH, 1210, TAPER, 1 BORE X 1LG
] I 20 4 1324809 GUIDE, ROLLER, PINCH 20 7 324809 GUIDE, ROLLER, PINCH
| / T 21 3 810527 BUSH, TAPER, 2012, 1" BORE, WITH KEYWAY 21 3 810527 BUSH, TAPER, 2012, 1" BORE, WITH KEYWAY
! I | 22 11825158 BUSH, 1210, TAPER, 16MM BORE 2 1 |825158 BUSH, 1210, TAPER, 16MM BORE
23 6 [141701 BEARING MOD. SFT-16T BPMP-45/70 s & 141701 SEARING MOD. SFT16T BPMP-45T70
24 1231261 PLT, MNT, MOTOR 24 1 [231281 LT, MNT, MOTOR
| 25 Lopaesien LT b M2 Mol 25 | 1 [806316-001 _[BELT, TIMING, MM P, T2MM W, 800MM LG,
N1 — f f 26 1 |251968 : 25T, : » MOD, PULLEY, TIMING, 25T, BMM P, 12MM W, MOD,
111 i ] 1 28MM BORE 26 1 |251968 28MM BORE
| s | | — | | 27 1 [810310 PULLEY, 8MX-60S-12 > T 810310 SULLEY, 8MX605-12
28 1 |s10315 PULLEY, TIMING, 22T 8MM P.21MM W USED W/ PULLEY, TIMING, 22T 8MM P,2TMM W USED W/
| #1008 TAPER LOCK BUSHING 28 1 |810315 41008 TAPER L OGK BUSHING
§ 619 6/6 6168 /8 8/8 i § 29 2 [8o07118 BELT, TIMING, 8MM P, 21MM W, 1120MM LG, 29 2 [go7118 BELT, TIMING, 8MM P, 21MM W, 1120MM LG
30 1 |s10586 PULLEY, TIMING, 50T, 8MM P, 21MM W, #2012 PULLEY, TIMING, 50T, 8MM P, 21MM W, #2012
A H H H A H A H H TAPER-LOCK BUSHING REQUIRED 30 1 |810586 Y 0T ; .
TAPER-L OCK BUSHING REQUIRED
31 1 |s25150 PULLEY, TIMING, 53T, 8MM P, 2IMM W, #2012 PULLEY, TIMING, 53T, 8MM P, 21MM W, #2012
TAPER-LOCK BUSHING REQUIRED 31 1 |825159 P PER L OOk BUsHNG R quEen! V-
I I I 32 1 [325026:001  [SHAFT, JACK, FEED, FILM 32 1 [325926 SHAFT, JACK, FEED, FILM
e s s s o | I Q:‘ 33 1 |819507 BUSH, TAPER-LOCK, 1008, 1.000 BORE 33 -+ l819507 BUSH, TAPER-LOCK. 1008, 1.000 GORE
e | e [ I Q 34 1 |238479 PULLEY, IDL, 21MM BELT, BPTW-5401 34 1 [238479 PULLEY, IDL, 21MM BELT, BPTW-5401
o | 1 | 35 2 |800559 COLLAR, SHAFT, SET SCREW, 1 35 2 [800559 COLLAR, SHAFT, SET SCREW, 1
] ] 36 1 [224000-007  |SPCR, AL, 21/32 1D X 1-1/4 OD, 1.664 LG 36 1 [224000-007 __|SPCR, AL, 21/32 ID X 1-1/4 OD, 1.664 LG
| 37 1 [263084 PLT, MTG, AB MOTOR 37 1 [263994 PLT, MTG, AB MOTOR
38 2 [827116 BRG, FLG, 11D, 2-BOLT, 3.89 BOLT CNTRS 38 2 [827116 BRG, FLG, 11D, 2-BOLT, 3.89 BOLT CNTRS
39 2 [229255 PLT, MNT 39 2 [229255 PLT, MNT
B 40 2 |800562 COLLAR, SHAFT, SET SCREW, 3/4 STL 40 2 [800562 COLLAR, SHAFT, SET SCREW, 3/4 STL
e 41 1 |238458-008  |SHAFT, RLR, PINCH, UPPER Y] 1 238458 SHAFT,RLR,PINCH,UPPER
@ 42 4 |140369-125 SPACER, 10D X 13/32 1D X 1.000 LG 42 4 |140369-125 SPACER, 10D X 13/32 1D X 1.000 LG
43 4 [800280-016 FSNR, HHCS, 5/16-18 X 1-3/4 43 4 [800280-016 FSNR, HHCS, 5/16-18 X 1-3/4
3 SECTION B-B 44 1 |274203 /ANGLE, PROX 24 1 1274203 ANGLE, PROX
45 1 [251609 CAM, PROX, HOME, CRS 45 1 [251609 CAM, PROX, HOME, CRS
MOTOR, SERVO, 101 IN-LB, 4500 RPM, 460VAC, ¢ ; 51 1N
4 | 1 [paodet KINETIX 5000 CONTROLLER 46 | 1 |sa9se1 O S o 1 LB, 4500 RPM, 4G0VAC,
MOTOR, , 37 IN-LB, 475 MOTOR, 7 IN-| 751
47 1 |s493t6 KINET 47 1 [849316 KINETIX ) =
2 809078 HD.WH, SAFETY, W/CPLG, 5/8 B., 5 1/20D 48 2 [809078 HD.WH, SAFETY, W/CPLG, 5/8 B., 5 1/20D
1 |326193 GUARD, BELT, FILM FEED 49 1 [326193 GUARD, BELT, FILM FEED
1 |326194 GUARD, BELT, FILM FEED 50 1 (326194 GUARD, BELT, FILM FEED
1 |326195 GUARD, BELT, FILM FEED, UPR 51 1 [326195 GUARD, BELT, FILM FEED, UPR
1 [357112-001 __|ASSY, FINGER, GUIDE, FILM, ENTRY 52 T 357112 'ASSY, FINGER. GUIDE, FILM, ENTRY
1 |357116-001 _ |ASSY, GUIDE, FILM, EXIT 53 T 1357116 'ASSY. GUIDE, FILM, EXIT
4 [800322-010 FSNR, BOLT, SHLDR, 5/16 DIAX 1/4 LG 54 4 [800322-010 FSNR, BOLT, SHLDR, 5/16 DIA X 1/4 LG
1 [111428-0038  |ROLLER, RUBBER, PINCH 55 T 11428 ROLLER, RUBBER. PINCH
1 |364331 BAR, MTG, BRUSH 56 1 [364331-001 BAR, MTG, BRUSH
BRUSH, ELIMINATING, STATIC 36" LONG WITH SH.EL -
@ 2 |B06783-002 |75 ONG CARBON FIBER 57 2 |sos783-002 BBy B i 1 1© o0 LONG WITH
3 |223945 PLT, CLAMP, BRUSH 58 3 |223945 PLT, CLAMP, BRUSH
@ @ 1 |364332 BKT, MTG, BRUSH, UPR 59 1 [364332 BKT, MTG, BRUSH, UPR L
1 |364332-001 BKT, MTG, BRUSH, UPR 60 1 [364332-001 BKT, MTG, BRUSH, UPR
1 PLT, MTG, REFELECTOR, FLAT, ADJ, VERT 61 1 [364682 PLT, MTG, REFELECTOR, FLAT, ADJ, VERT
1 PLT, MTG, PE, FLAT, ADJ, VERT 62 1 [364683 PLT, MTG, PE, FLAT, ADJ, VERT
=SiEESEEEEEEEEEEEEEE =SS
2 (1)
| 4
\ o L ()
1
[REV] DATE [ BY [NOTE
REVISIONS
Nores pE— SZE | SOALE |WATERIAL DESGRIPTION
A § il ’
- INTERERET PER ASME Y14 5011904, ARPAC &5 D 1:5 | SEE BILL OF MATERIALS ASSY, FILM FEED,
. EIEMFEVASEIP?QS(\)NN'E@RENTHESES FOR d ;lﬁa/&o{wg\e 3258931325893 3RD ANGLE| Ii;m; SERVO KNIFE, 26" WIDE
+ BREAK SHARP EDGES AND CORNERS. | 5 [DATE CREATED | Wechesday, Apri 17, 2013 6:51:02 AM C FILM, AB VPL
INFORMATION IS THE PROPERTY OF | = | OPDATED By~ |nheee@). November 6, 2019 31606 PM ™ roremances | SERYOMOTORS BPTW
ARPAC LLC AND SHALL NOT BE USED XIX: £1/32
FOR ANY PURPOSE OTHER THAN {Z |DATE CREATED |Wednesday, July 20, 2016 10:27:59 AM X.XX:£.015 NONE
THAT FOR WHICH IT WAS OBTAINED.  |DATE UPDATED |Wednesday, November 6, 2019 3:16:22 PM 325893
+ CREATED IN SOLIDWORKS 2013. © |UPDATED BY
I
"C: \ﬂRFACivAULT\Des\gns\iﬁRANDPAb\EFTM(stSSS slddrw" accessed Wednesday, November 6, 2019, F E % D C B A SHEET 1 OF 1



PART # A B
325898 31.141 27.00
325898-001 37.141 33.00

! ===
| l |
SS SHEET 16GA EMBOSSED, 5WL
2 | 1 |129925 PATTERN, 304, 2B FINISH
1 | 1 325807 TABLE, KNIFE, BPTW
IT™ | QTY | PART NUM DESCRIPTION

BILL OF MATERIALS

A@% 9511 WEST RIVER ST.
SCHILLER PARK, IL 60176

FRACTIONS +1/64
UNLESS OTHERWISE SPECIFIED TWO (2) DE : 010

(2) DECIMALS +0.01
ALL DIMENSIONAL TOLERANCES: THREE (3) DECIMALS  +0.005
ANGLES +0.5°

orawn: 4/21/2004 |sv: SRA scaLe:  1:3 | size: B

FILENAME: 325898

DESCRIPTION:

ASSY, TABLE, KNIFE, BPTW

DRAWING NUMBER:

325898




"C:\ARPAC_VAULT\Designs\_BRANDPAC\BPTW\325958.slddrw" accessed Monday, February 17, 2020.

D B | A
< BILL OF MATERIALS
,“_‘ ITEM | QTY |NUMBER DESCRIPTION
g A 1 2 370026 BLK, MTG, BRUSH
5 2 2 [370599 BAR, MTG, BRUSH, STATIC
w 3 2 806783-002 BRUSH, ELIMINATING, STATIC 36" LONG WITH
3 .75" LONG CARBON FIBER
@ 4 6 223945 PLT, CLAMP, BRUSH
£
4
<
2
——
o
[e] [e]
— 2.00
—
e o o
ol |
o o o
PART NUMBER A
1 325958 28
325958-001 34
B 2/17/2020 SRA 370599 WAS 325957, ADDED 223945
A 1/22/2020 SRA 370026 WAS 294171
REV DATE BY |NOTE
REVISIONS
NOTES 9555 W. Irving Park Rd SIZE SCALE |MATERIAL DESCRIPTION
- DIMIENSIONS ARE N INGHES Imm). - ARPAC il B | 14 |SEEBILLOF MATERIALS ASSY, BRUSH
: E%%ﬁ?ﬁggéNNféRENTHESES FOR | g'|k/||5| DACROPA:IG 3259581325958 3RD ANGLE|  UNITS ELIMINATION, STATIC
» BREAK SHARP EDGES AND CORNERS. éJ DATE CREATED _F_riday, April 22, 2016 12:03:15 PM @=3 | INCH
* PROPRIETARY NOTICE: THIS S |DATE UPDATED |Monday, February 17, 2020 2:25:51 PM TOLERANGCES
ARPAG LLC AND SHALL NOT bE USED || UPDATEDBY _|sarcher xix: ¢z |FNSH
FOR ANY PURPOSE OTHER THAN I |DATE CREATED |Monday, July 25, 2016 3:14:22 PM X.XX: +.015 NONE
THAT FOR WHICH IT WAS OBTAINED. | £|DATE UPDATED |Monday, February 17, 2020 2:25:38 PM XXXX: +.005 325958
« CREATED IN SOLIDWORKS 2013. G |UPDATED BY  |sarcher ANGLES: +1°
\
B A SHEET 1 OF 1




H G F E i D c B | A

- 342601 BILL OF MATERIALS
E ITEM | QTY |NUMBER DESCRIPTION
% 1 1 324968 IASSY, DANCER, BPTW
Q 2 1 111467-008 RLR, IDL, AL, 1.660, 30 5/8 LG
w 3 1 322675 IASSY, REGISTRATION, PRINT, FILM
3 = Z 4 1 325941 BKT, MTG, RLR
Z < . ]
S i I>\’(:‘“ QA 5 1 [325041-001 _ [BKT, MTG, RLR
g o @ . 5 T hots11-278 SHAFT, RLR, HEX, 7/16, TAPPED 1/4-20,31.234 L,
£ z SR FRAME WIDTH, SEAL WIDTH
o o HCT?H ‘ 7 1 325958 |ASSY, BRUSH, ELIMINATION, STATIC
ml b i =T ! m; —
4 : 4
1 7 1 |325958-001 ASSY, BRUSH, ELIMINATION, STATIC, 32" FILM *
SHAFT, RLR, HEX, 7/16, TAPPED 1/4-20,37.234375 L,
6 1 |101811-281 FRAME WIDTH, SEAL WIDTH
. o 5 1 [325941-001 BKT, MTG, RLR
4 1 |325941 BKT, MTG, RLR
3 1 |322675 ASSY, REGISTRATION, PRINT, FILM
2 1 |111467-012 RLR, IDL, AL, 1.660, 36 5/8 LG
1 1 |324968-001 ASSY, DANCER BPMP, BPTW
I™ | atY PART NUM DESCRIPTION
gl 0 342601-001 BILL OF MATERIALS
3
(
Ll B 1] M A
E c { u =
—]
2
o 1
- |l
ol 1l B N N o B N N ol
L= M
1 L J 1
‘E ﬂ [REV ] DATE [ BY |NOTE
REVISIONS
notes CREATED IN ARPAC | S SCALE | MATERIAL DESCRIPTION
. . e Pk )
: m%m?&]gigé‘mﬁé’ﬂa?;g“fm%gf‘ SOLIDWORKS 2013 —— DumAvART Comany " P Som D 1:4 | SEE BILL OF MATERIALS ASSY, FILM THREADING|
+ DIMENSIONS IN PARENTHESES FOR
REFERENCE ONLY. 2 gILE \ CONFIG -3.42601\342601 3RD ANGLE|  UNITS
+ BREAK SHARP EDGES AND CORNERS. | 0 |DATE CREATED | Friday, April 22, 2016 8:23:13 AM INCH
N O ROk RTY OF | 2 |DATE UPDATED | Wednesday, January 22, 2020 3:49:56 PM TOLERANGES
ARPAC LLC AND SHALL NOT BE USED || UPDATEDBY _|sarcher xix: 2132 |FNISH NUMBER
FOR ANY PURPOSE OTHER THAN & |DATE CREATED | Monday, November 6, 2017 11:34:25 AM XXX 015 |NONE
THAT FOR WHICH IT WAS OBTAINED. | £ | DATE UPDATED | Wednesday, January 22, 2020 3:49:57 PM XXXX: £.005 342601
+ CREATED IN SOLIDWORKS 2013. G |UPDATED BY sarcher ANGLES: +1°

G F E I D [ B ‘ A

SHEET 1 OF 1



D c %7 B | A

l ARPAC B SIZE FORMAT R4

BILL OF MATERIALS
ITEM | QTY |NUMBER DESCRIPTION
1 2 326316-002 SHAFT, MTG, FINGER, GUIDE
2 28 [357111 SPACER, FINGER, GUIDE, FILM
3 15 [357108 PLT, FINGER, GUIDE, FILM, ENTRY
4 4 362277-002 SHAFT, SUPPORT, GUIDE
5 2 324800 BLK, CLAMP, SHAFT

A
[
SCALE1:4
3.41
1.75 —={.179) —=(1.571) =~
TYP A
o) - - - - - - - - - - - - - - y o)
—T ‘ O(/
— N
o H - s 2 - - - z s - - s 2 - | o
o) o
USE 1/4-20 SET SCREW TO CONNECT ITEMS 1 AND 4
A 11/9/2018 SRA |ITEM 4 WAS PART # 326317-002
REV DATE BY |NOTE
REVISIONS
NOTES 9555 W. Irving Park Rd SIZE SCALE |MATERIAL DESCRIPTION
PART # A ITEM 4 « INTERPRET PER ASME Y14.5M-1994. A RPAC o .
357112 3150 362277-002 - DIMENSIONS ARE IN INCHES [mm]. Y arpac com B 1:3 | SEE BILL OF MATERIALS ASSY, FINGER, GUIDE,
- + DIMENSIONS IN PARENTHESES FOR FILE\CONFIG |357112\357112 3RD ANGLE| UNITS FILM. ENTRY
357112-001 37.50 362277-005 REFERENCE ONLY. T | SIMILAR TO - @=1 | INCH ’
* BREAK SHARP EDGES AND CORNERS. | 9| DATE CREATED | Thursday, May 12, 2016 3:09:02 PM
+ PROPRIETARY NOTICE: THIS S |DATE UPDATED |Tuesday, March 5, 2019 1:32:51 PM TOLERANGCES
INFORMATION IS THE PROPERTY OF UPDATED BY hhg FINISH NUMBER
ARPAC LLC AND SHALL NOT BE USED X/X: £1/32
FOR ANY PURPOSE OTHER THAN t |DATE CREATED |Tuesday, May 17, 2016 5:23:10 PM XXX: £.015 NONE
THAT FOR WHICH IT WAS OBTAINED. | £ |DATE UPDATED | Tuesday, March 5, 2019 1:32:52 PM X XXX: +.005 357 1 1 2
+ CREATED IN SOLIDWORKS 2013. & |UPDATED BY hhg ANGLES: +1°
\
"C:\ARF’AC_VAULT\Designs\350000\3570|9)\357112.slddrw" accessed Tuesday, March 5, 2019. B A SHEET 1 OF 1




D c %Z B | A

‘ ARPAC B SIZE FORMAT R4

BILL OF MATERIALS
ITEM | QTY |NUMBER DESCRIPTION
1 2 326316-002 SHAFT, MTG, FINGER, GUIDE
2 4 362277-002 SHAFT, SUPPORT, GUIDE
3 1 213275 TBG, GUIDE, FILM
PART# A B ITEM 1 ITEM 2 ITEM 3 4 28 |357111 SPACER, FINGER, GUIDE, FILM
357114-001 37.37 2.84 326316-007 362277-005 213275-001 6 2 357110 PLT. FINGER. GUIDE. FILM. EXIT. TOP
A
e /
A
B
| = ' 7 | O
| = = | O
. e 175 USE 1/4-20 SET SCREW TO CONNECT ITEMS 1 AND 2
A 11/9/2018 SRA |ITEM 2 PART # WAS 326317-002
REV DATE BY |NOTE
REVISIONS
NOTES 9555 W. Irving Park Rd SIZE SCALE |MATERIAL DESCRIPTION
+ INTERPRET PER ASME Y14.5M-1994. A R pAC Schiller Park, IL 60176 -
: B:mgmg:gmg ﬁ,REAQE'N‘%HESE[@"F%R www.arpac.com B 1:3 |SEE BILL OF MATERIALS ASSY, GUIDE, FILM,
REFERENGE ONLY. ’ gIIIRAIEII_\ACROPgIG _3_57114\357114 3RD ANGLE| UNITS EX|T, UPPER
» BREAK SHARP EDGES AND CORNERS. | 3 [DATE CREATED | Thursday, May 12, 2016 1:47:25 PM @4 | INCH
« PROPRIETARY NOTICE: THIS = | DATE UPDATED |Monday, March 4, 2019 6:42:45 PM TOLERANCES
INFORMATION IS THE PROPERTY OF UPDATED BY hhg FINISH NUMBER
ARPAC LLC AND SHALL NOT BE USED X/X: £1/32
FOR ANY PURPOSE OTHER THAN { |DATE CREATED |Tuesday, May 17, 2016 4:20:00 PM X.XX: £.015 NONE
THAT FOR WHICH IT WAS OBTAINED. | £ |DATE UPDATED |Tuesday, March 5, 2019 3:27:55 PM X XXX: +.005 357 1 1 4
« CREATED IN SOLIDWORKS 2013. & |UPDATED BY hhg ANGLES: +1°
C B | A

"C:\ARF’AC_VAULT\Designs\350000\3570|3)\357114.slddrw" accessed Tuesday, March 5, 2019. SHEET 1 OF 1




‘ ARPAC B SIZE FORMAT R4

| A
BILL OF MATERIALS
ITEM | QTY |NUMBER DESCRIPTION
1 16 [357109 PLT, FINGER, GUIDE, FILM, EXIT, LWR
2 30 357111 SPACER, FINGER, GUIDE, FILM
3 4 1362277 SHAFT, SUPPORT, GUIDE
4 2 326316 SHAFT, MTG, FINGER, GUIDE

——— 1 -75 [——
(179 )= —(1.571) = TYP
USE 1/4-20 SET SCREW TO CONNECT ITEMS 3 AND 4
A 11/9/2018 SRA |ITEM 3 PART # WAS 326117
REV DATE BY |NOTE
REVISIONS
NOTES 9555 W. Irving Park Rd SIZE SCALE |MATERIAL DESCRIPTION
- INTERPRET PER ASME Y14.5M-1994. Schiller Park, IL 60176 -
SARTE A e 3 TENa SRR ARPAC - B | 1:3 |SEEBILL OF MATERIALS ASSY, GUIDE, FILM,
357115 31.37 362277 326316 REFERENCE ONLY. 2 |SimicaR T o [ SrHeetat et o EXIT, LOWER
i R i + BREAK SHARP EDGES AND CORNERS. | o [DATE CREATED |Tuesday, May 10, 2016 10:58:17 AM
357115-001 37.37 362277-004 326316-006 * PROPRIETARY NOTICE: THIS 2 | DATE UPDATED TSZEdS& Match 5,2019 3:08:49 PM
INFORMATION IS THE PROPERTY OF UPDATED BY hhg TOLERANCES FINISH NUMBER
ARPAC LLC AND SHALL NOT BE USED X/X: £1/32
FOR ANY PURPOSE OTHER THAN { |DATE CREATED |Tuesday, May 17, 2016 4:29:36 PM XXX: £.015 NONE
THAT FOR WHICH IT WAS OBTAINED. | £ |DATE UPDATED |Tuesday, March 5, 2019 3:08:50 PM X XXX: +.005 357 1 1 5
« CREATED IN SOLIDWORKS 2013. & |UPDATED BY hhg ANGLES: +1°
\
"C:\ARF’AC_VAULT\Designs\350000\3570|3)\357115.slddrw" accessed Tuesday, March 5, 2019. B A SHEET 1 OF 1




I ARPAC B SIZE FORMAT R4

BILL OF MATERIALS

ITEM | QTY |NUMBER DESCRIPTION
1 1 357115 ASSY, GUIDE, FILM, EXIT, LOWER
2 1 357114 ASSY, GUIDE, FILM, EXIT, UPPER
3 2 326357 BLK, CLAMP, SHAFT

REV DATE | BY |NOTE
PART # A REVISIONS
357116 31.50 NOTES 9555 W. Irving Park Rd SIZE SCALE |MATERIAL DESCRIPTION
« INTERPRET PER ASME Y14.5M-1994. ARPAC Schiller Park, IL 60176 .
357116-001 37.50 - DIMENSIONS ARE IN INGHES [mm] www.arpac.com B 1:3 | SEE BILL OF MATERIALS ASSY, GUIDE, FILM,
* DIMENSIONS IN PARENTHESES FOR FILE\CONFIG  |357116\357116 3RD ANGLE| UNITS EXIT
REFERENCE ONLY. o | SIMILAR TO - c
* BREAK SHARP EDGES AND CORNERS. | 9 | DATE CREATED | Tuesday, May 17, 2016 4:40:49 PM @=3 | INCH
+ PROPRIETARY NOTICE: THIS S |DATE UPDATED |Tuesday, March 5, 2019 3:33:08 PM TOLERANGCES
INFORMATION IS THE PROPERTY OF UPDATED BY hhg FINISH NUMBER
ARPAC LLC AND SHALL NOT BE USED X/X: £1/32
FOR ANY PURPOSE OTHER THAN I |DATE CREATED |Tuesday, May 17, 2016 5:03:09 PM X.XX: +.015 NONE
THAT FOR WHICH IT WAS OBTAINED. | £ |DATE UPDATED |Tuesday, March 5, 2019 3:33:18 PM XXXX: +.005 357 1 1 6
« CREATED IN SOLIDWORKS 2013. G |UPDATED BY hhg ANGLES: +1°
"C:\ARF’AC_VAULT\Designs\350000\3570|3)\357116.slddrw" accessed Tuesday, March 5, 2019. B A SHEET 1 OF 1




(o]

)

o'y dd o

1&

e

\\

I
Al

dok

=’

DesT—

54

364675

364675-001

NOTE: ITEMS 29 AND 30 NOT SHOWN

28 1 364705 WLDMNT, ANGLE, MTG, 45 DEG BAR
27 1 |364705-001 WLDMNT, ANGLE, MTG, 45 DEG BAR
26 2 230769 GUARD, PHOTO-EYE, RACK, FILM
25 2 [118861-003 ROD, AL, 1.000, TAPPED, 1/4-20
24 1 364677 WLDMT, FRAME, SIDE, LH
23 2 |203688-001 CHANNEL, MNT
3 N T e
21 1 |111467-005 RLR, IDL, AL, 1.660, 28 1/2 LG
20 1 |364678 WLDMT, FRAME, SIDE, RH
LEVELER, ARTICULATING, 7400 # CAP, 3/4-10
19 4 |841410 STEM, 9.5 HIGH, CRS 3" BASE, 2 C'SUNK LAG
HOLES, HEAVY LIP ON BASE
18 1 111487 BAR, AIR TURNING
17 2 |224014 BKT, MTG, BAR, AIR
16 1 |357266 ANGLE, MTG, BAR, AIR, 45 DEG
15 2 |111488 COLLAR, BAR, TURNING
14 1 |230538 ANGLE, MTG, BAR, SPLICE
13 1 ]203700 ROD, TAPPED 1/4-20
12 2 |227577 PAD, CLAMP, SPLICE BAR
" 2 106883 BAR, CLAMP
10 4 106880 PIVOT, CLAMP
9 1 1129243 SPACER, SUPPORT, HOSE, AIR
8 1 129242 PLT, SUPPORT, HOSE, AIR
7 2 825453 SHAFT, AIR, 3" DIA X 28" BODY X 35"LG LUG
STYLE, W/AIR VALVE & AIR TOOL
6 2 |111486 SHAFT, BRAKE
5 2 |203690 BKT, MTG, AIR BRAKE
4 4 |111483 BLK, BRG, FILM SHAFT
3 2 |s05989 gEJUA_IE{gHFINGER, CLUTCH #5450 HORTON
2 2 1805988 BRAKE, FRICTION, AIR 1-1/8 BORE NO $450
1 2 |800573 )(203L/1L1AV'V{ SHAFT, HINGED, 2-15/16 ID 4-1/2 OD
IT™™ | QTY PART NUM DESCRIPTION

L]

BILL OF MATERIALS

O
®)
AN

ia

[INGHEVANS Sillen park 1L 60176

FRACTIONS +1/64

UNLESS OTHERWISE SPECIFIED TWO (2) DECIMALS +0.010
ALL DIMENSIONAL TOLERANCES: THREE (3) DECIMALS ~ +0.005

ANGLES +0.5°

orawn:11/18/2019

sy: HG scate:  1:10 ‘ size: C

FILENAVE: 364675

DESCRIPTION:

ASSY, RACK, FILM, BPTW

&

DRAWING NUMBER:

364675




A

P ["ARPAC C SIZE FORMAT R5.1

BILL OF MATERIALS
QTY |[NUMBER DESCRIPTION
1 319221 PLT, MTG, SERVOMOTOR, OVERWRAP
2 106751 MITER GEAR BRACKET
1 364685 SCREW, 1-8 RH
1 364686 SCREW, 1-8 LH
1 106754 DRIVE SHAFT MTG PLATE WELDMENT, BPTW-70
1 106757 SHAFT, ADJUSTABLE, A = 37.50"
2 106759 FLIGHT BAR FRAME R.H.
2 106760 FLIGHT BAR FRAME L.H.
2 106782 BAR, FLIGHT, CROSS MEMBER
2 111544 FLIGHT BAR DRIVE SPROCKET
1 111758 PLT, MTG, SHAFT, DRIVE
2 117051 DRAG STRIP MTG BAR
2 117310 BEVEL, GEAR, 27T, MOD
2 117311 GEAR, BEVEL, 18T, MOD, 5/8 BORE & KEYWAY
1 119483 ADAPTOR, TORQUE LIMITER
1 120071 SPROCKET, TORQUE LIMITER, OVERWRAP
2 125668-003 SPACER
2 126312 MTL, CURTAIN RED, 6" X 36"
1 138129 HANDWHEEL, MOD, AL, 2-SPOKE, 1 BORE
1 102675 BKT, MTG, PHOTOEYE, ADJ, VER, LG,
1 203746-001 PLT, MNT, PROX
1 203747-001 BRKT, PROX, MNT
1 203748-001 SPACER, PROX
1 231362 SPKT, DRIVE, SERVO
2 231384 PLT, TRACK CONN
2 231385 BAR, CONNECTOR, TRACK, FLIGHT BAR
4 364684 PLT, MTG, ROD
2 364687 FLIGHT BAR, OVERWRAP
2 364670 PROFILE, CHAIN, FLIGHT BAR TOP
1 364064 HANDWHEEL, MOD, AL 2 SPOKE, 0.813 BORE
1 364067 SHAFT, DRIVE, A = 37.625"
4 800523 CHN, LINK, CONN, #40, OFFSET
2 802760 BRG, FLG, 1.0 ID, 2-BOLT
1 802981 SPACER, FULL ROUND, (PURCH IN 8 FT SECT)
1 803970 LIMITER, TORQUE, 200-400, 13/16" BORE
1 806316-002 BELT, TIMING, 8MM P, 12MM W, 720MM LG,
1 806853 CHAIN, RLR, DBL PITCH
1 836993 REFLECTOR MOUNT
1 836994 SENSOR HOLDER, 1/2" ROD, 3/4" BORE
4 840749 I:;}I\I"KLS%%N C2040DL, .D-5, 25" DIA THRU HARD,
1 849460 MOTOR, SERVO, 37 IN-LB, 4750 RPM, 460VAC,
W/BRAKE, KINETIX 5000 CONTROLLER
2 846213 \éVSASHER, SHIM, .75 ID X 1.125 OD X .0625 THK,
2 809046 WSHR, OILITE, 0.752 X 1.755 X 1/8 THK

NOTE: ITEMS 18, 32, 34 NOT SHOWN

— — 5 q
ibdi
@ _| b e o o o). g
o o i
o
o -]
|o ° ° © ° al /
O o o o o O
NOTE:
FLIGHT BAR CHAIN
LENGTH = 105" @
]
T
A — A ‘ 3/2/2020 ‘ SRA ‘WASHER 846213 WAS COLLAR 807096
REV |  DATE | BY [NOTE
SECTION A-A REVISIONS
NOTES SIZE SCALE |MATERIAL DESCRIPTION
CREATED IN ARmc' 9555 W, Ining Park Ry
10 | DTERRRET PERASME idaM-1984. | soLIDWORKS 2018 | Tttt Smapascon 0| C 1:8 | SEE BILL OF MATERIALS ASSY, FLIGHT BAR, OVERWRAP|
+ DIMENSIONS IN PARENTHESES FOR FILE\CONFIG | 364680\364680 3RD ANGLE| UNITS ADJUSTABLE, A-B MOTOR
REFERENCE ONLY. 2 |SIMILAR TO INCH W/BRAKE, FLIGHT BAR = 28.00"
: BREAK SHARP EDGES AND CORNERS. | o |DATE CREATED |Wednesday, April 17, 2013 1:24:22 AM
* PROPRIETARY NOTICE: THIS 2 |DATE UPDATED  |Monday, March 2, 2020 9:06:24 AM TOLERANGES
ARPAGLLG AND SHALL NOT BE USED | | UPDATEDBY __|sarcher e NOMBER
FOR ANY PURPOSE OTHER THAN - [DATE CREATED |Wednesday, April 17, 2013 11:25:19 PM XXX: £.015
THAT FOR WHICH IT WAS OBTAINED. | £ [DATE UPDATED |Monday, March 2, 2020 9:06:15 AM XXXX: £.005 364680
+ CREATED IN SOLIDWORKS 2018. 5 |UPDATEDBY |sarcher ANGLES: +1°
”C'\ARPAC_VAULT\Des\gns\_BRANDF’AC\EPTW\364650Rdrw" accessed Monday, March 2, 2020. C B A SHEET 1 OF 1




‘ ARPAC B SIZE FORMAT R4

N H [ [ [
\L_i[ _

; | L
A

1 L] N N

t_;l

BILL OF MATERIALS

ITEM | QTY |NUMBER DESCRIPTION

1 1 364689 WLDMT, FRAME, BPTW
LEVELER, ARTICULATING, 20000 # CAP, 1-8

2 4 841409 STEM, 9.88 HIGH, CRS 4" BASE, 2 C'SUNK LAG
HOLES, HEAVY LIP ON BASE

3 1 364326 BKT, MTG, BOX, PUSHBUTTON

4 1 368844 BKT, MTG, BOX, JUNCTION

5 2 364901 ANGLE, REINFORCEMENT

6 10 364902 ANGLE, MTG, WIREWAY

7 10 364903 PLT, CLAMP

8 1 370503 BKT, MTG, CONDUIT

o

A1

Y
’\\

&

8

\

\

U

"C:\ARPAC_VAULT\Designs\_BRANDPAC\BPTW\364690.slddrw" accessed Thursday, January 30, 2020.

A 1/30/2020 SRA |ADDED BRACKET 370503
REV DATE BY |NOTE
REVISIONS

NOTES 9555 W. Irving Park Rd SIZE SCALE |MATERIAL DESCRIPTION
« INTERPRET PER ASME Y14.5M-1994. ARPAC Schiller Park, IL 60176 .
- DIMENSIONS ARE IN INCHES [mm]. i arpac.com B 1:24 | SEE BILL OF MATERIALS ASSY, FRAME, BPTW
+ DIMENSIONS IN PARENTHESES FOR FILE\CONFIG |364690\364690 3RD ANGLE| UNITS

REFERENCE ONLY. o | SIMILAR TO - c
* BREAK SHARP EDGES AND CORNERS. | 9| DATE CREATED |Tuesday, November 5, 2013 1:34:47 PM @=3 | INCH
+ PROPRIETARY NOTICE: THIS = |DATE UPDATED |Thursday, January 30, 2020 5:33:39 PM TOLERANGCES

INFORMATION IS THE PROPERTY OF UPDATED BY sarcher FINISH NUMBER

ARPAC LLC AND SHALL NOT BE USED XIX: £1/32

FOR ANY PURPOSE OTHER THAN I | DATE CREATED |Friday, July 22, 2016 2:33:55 PM X.XX: £.015 NONE

THAT FOR WHICH IT WAS OBTAINED. | |DATE UPDATED | Thursday, January 30, 2020 5:36:07 PM XXXX: +.005 364690
« CREATED IN SOLIDWORKS 2013. G |UPDATED BY  |sarcher ANGLES: +1°

B A SHEET 1 OF 1




D c i B A

BILL OF MATERIALS

ITEM | QTY |NUMBER DESCRIPTION

KIT, DOOR, GUARD, W/LEXAN, AL EXTRUSION,

2
<
F ! 1 |846561 72 1 X 93-47/64 L G. LH
o > T lsaese1001 |KIT, DOOR, GUARD, WILEXAN, AL EXTRUSION,
y 72 1 X 93-47/64 1 G, RH
5 3 6 292478002 |BKT, MTG, ASSY, DOOR, TOP
s 4 2 292137006 |GUARD, END, DOORS
g 5 4 369962 PLT, MTG, SWITCH, DOOR
Ed 6 2 324799 BKT, MTG, PIN, SWITCH, DOOR, 4.25IN
4 7 1 |324799-001 __|BKT, MTG, PIN, SWITCH, DOOR, 4.25IN
8 1 |291848-001 __|BKT, MTG, PIN, SWITCH, DOOR, 2.5IN, LH
9 1 |364701 GUARD, LEXAN, ENTRANCE, BPTW
i {93.73 ) i 6 =
Q £ PV
(&) @ A
3
B Y1
1.1
SECTION A-A
@
A A

& @
(72.00) °
b <
L] | | [
I 1 y
i ]
[ ] 1
s = = f — o =
1 [REV [ DATE | BY |NOTE
REVISIONS

NOTES Rp c gsifhwplwr%fgg: 5@6 SIZE SCALE MATERIAL DESCRIPTION

+ INTERPRET PER ASME Y14.5M-1994. A A chiler Park, .

+ DIMENSIONS ARE IN INCHES [mm]. v arpac com c 1:16 | SEE BILL OF MATERIALS ASSY, GUARD, SLIDING

* DIMENSIONS IN PARENTHESES FOR FILE\CONFIG  |364700\364700 3RD ANGLE| UNITS X
REFERENCE ONLY. o [SIMILAR TO — @6 INCH DOOR; BPTW 6000

+ BREAK SHARP EDGES AND CORNERS. | 9 | DATE CREATED |Monday, July 25, 2016 4:15:23 PM

. R‘}%@ﬂﬂfgg g‘%ﬂg%ggﬁmw oF | |PATE UPDATED |Monday, January 13, 2020 5:50:10 PM TOLERANGES
ARPAC LLC AND SHALL NOT BE USED UPDATED BY _ |sarcher FINISH NUMBER
FOR ANY PURPOSE OTHER THAN - [DATE CREATED |Friday, July 29, 2016 2:40:09 PM NONE
THAT FOR WHICH IT WAS OBTAINED. | £ |DATE UPDATED |Monday, January 13, 2020 5:50:12 PM 364700

- CREATED IN SOLIDWORKS 2013. & |UPDATED BY  |sarcher

"C:\ARPAC_VAULT\Designs\_BRANDPAC\BPTW\364700.sTddrw" accessed Monday, January 13, 2020. % B A SHEET 1 OF 1



| 3 OD TUBING
[] L Q<
INPUT L \\/\‘ | | | | SOL VALVE 1
SHUT OFF 81588
L WAL
FILTER—REGULATOR 3P
QUICK DUMP VALV
- o o o SOL VALVE
870565 1
815881
WAV
3P
TO TUNNEL]
\
\
SPLICE BAR
\
OPER A |
BUTTON
823174
AIR MOTOR
U ‘
LoaRcATOR |
\é/‘?;{E W/SPEED ( ( (
L L L L L : 5126665 : E]364699</D_E]364599
OPTIONAL s o —

841206 841206 841206
EV‘I I“H ﬂ—(: ) 823476
/] A SOL VALVE " [ ] I

822086

DANCER AIR BRAKE
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A RPA C 2‘%14 ||\_,Y_E§TPI§\II\2/E,R|LS 15'01 76

FRACTIONS +1/64

UNLESS OTHERWISE SPECIFIED TWO (2) DECIMALS 10.010
ALL DIMENSIONAL TOLERANCES: THREE (3) DECIMALS £ 0.005
ANGLES +0.5°
orawn: 11/18/2019 | r: HG scate: NONE ‘ size: B
RELEASED: FLENAME: 364706 APPROVED BY:
DESCRIPTION:
ASSY, PNEUMATIC, 24 VDC
BPTW-6000

DRAWING NUMBER:

364706




1"S|zE:D

+1/64
£0.010

+0.005

+05°

[scae 3716

m(L“E
»

(=)

SCHILLER PARK, IL 60176

9511 WEST RIVER ST.
FRACTIONS

THREE (3) DECIMALS
ANGLES

TWO (2) DECIMALS
SRA

£
O
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=
Ema
ARPAC

R
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-
-
-
-
-
-
o
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ALL DIMENSIONAL TOLERANCES:

UNLESS OTHERWISE SPECIFIED
orawn: 11/26/2019 [ev:

DRAWING NUMBER:
369684

‘FILENAME: 369684 ‘APFR[NEDBY:

ASSY, HOUSING, OUTER, TUNNEL, 1 ZONE
SIDE/ BOTTOM FLOW

80 X 32 X 22

DESCRIPTION;

RELEASED:

17.81
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— |
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[sons: 3/32°

‘FILENAME: 370926 ‘APFR[NEDBY:

1" [se= D
370926

DRAWING NUMBER:

SRA
32" WIDE, BPTW

E

ASSY, TUNNEL, BOT AIR FLOW, 3 ZONE, UNI BELT

CONTROLS ENCLOSURE ATTACHED

orawn:  3/3/2020

RELEASED:

DESCRIPTIQN:
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A

"CARPAC_VAULT\Designs\_BRANDPACIBPTW\372624 slddrw" accessed Thursday, August 20, 2020.

- 372624 BILL OF MATERIALS
; ITEM | QTY NUMBER DESCRIPTION
z 1 1 324966 FRAME, CONV, INFEED
E 2 4 827122 BRG, FLG, 1 ID, 3 BOLT, NORMAL-DUTY
& 3 1 133127-007 SHAFT, RLR, HEX, 7/16, TAPPED 5/16-18, 26 LG
o
£ SHAFT, RLR, HEX, 7/16, TAPPED 1/4-20,24 L, 52 FRAME
4 4 1 101811-012 WIDTH, 32 SEAL WIDTH
5 2 101805-090 RLR, IDL, AL, 1.000
6 2 137933-025 ROD, CRS, 0.250, TAPPED, 10-32, 24.938 LG
7 1 192777 SHAFT, IDL
4 8 1 324960 SHAFT, DRIVE, 1 1/2 SQ
9 2 324964 BKT, POP-OUT, RLR
MOTOR-GEARBOX, 1/2 HP, 230/460V 60HZ, 175 RPM,
10 1 870542 HELICAL BEVEL, 3/4" DIA HOLLOW SHAFT, M4 MTG, TB4,
CEIl, W/TORQUE ARM
11 6 814072 BKT, RAIL, GUIDE, HEAVY DUTY, 5/8 R
12 1 231445002 BRG, MOD
13 1 231445-001 BRG, MOD
14 1 324962 SHAFT, IDL, 1SQ
15 2 815786 RING, RTNG, 1.00 SQ. SHAFT, SS, SELF SET
SPKT, 12T, 1 SQ BORE, 2.3" PD, SERIES 1100, MACHINED
16 7 809071 ACETAL
RETAINER RING, SELF SET, 1-1/2" SQ SHAFT SS C-TYPE
i 2 800970 W/SETSCREW
18 6 809086 SPKT, 20T, 1-1/2 SQ BORE, 3.8 PD, NATURAL ACETAL
19 2 106714 RLR, IDL, CRS, 2.000
20 1 822820 BELT, ACETAL, BLUE, FLAT TOP, 22" W W/AR RODS
21 6 801296-002 RAIL, GUIDE, TEE, 1.60 W, 10' LG CUT TO 99.5", SS
22 2 801292002 RAIL, GUIDE, TEE, 1.0 X 0.38 L-SHAPE, 8'
23 26 801359 CLAMP, RAIL, SINGLE, 1.5 LG, SS, ROUND HOLE
LEVELER, ARTICULATING, 7400 # CAP, 3/4-10 STEM, 7.5
24 2 827618 HIGH CRS 3" BASE, 2 C'SUNK LAG HOLES, HEAVY LIP ON
25 823632001 GUIDE, BEAD, 686, 1.25 WD, 6FT LG
ROD, ADJ, 5/8 DIA X 10 LG, 5/16-18 TAPPED THREAD, SS,
26 6 845728 NUMBERED
27 2 141393-001 TAKE-UP, BLK, MTG
3 28 2 141394 WLDMT, TAKEUP, COLLAR
372624 29 2 140369-006 SPACER, 10D X 13/32 ID X 5/8 LG
30 1 324859 WLDMT, SUPPORT, CONV, INFEED, 34" ELEV
31 1 324858 PAN, DRIP
32 4 139158-001 ROD, 1.000, TAPPED, 3/8-16, 4 LG
33 1 311656 SPECIAL WASHER
4 4 304956 |ROD. HEX STANDOFF, GEARBOX ANTI-ROTATION TORQUE
ARM MTG, 1" HT SHOULDER
35 1 869670 COVER, SHAFT, GEARBOX, SK 92172.1A
]
35 1 869670 COVER, SHAFT, GEARBOX, SK 92172.1A
2 4 324956 ROD, HEX STANDOFF, GEARBOX ANTI-ROTATION TORQUE
ARM MTG, 1" HT SHOULDER
33 1 311656 SPECIAL WASHER
32 4 139158-001 ROD, 1.000, TAPPED, 3/8-16, 4 LG
31 1 324858-001 PAN, DRIP
30 1 324859-001 WLDMT, SUPPORT, CONV, INFEED, 34" ELEV
29 2 140369-006 SPACER, 10D X 13/32 ID X 5/8 LG
28 2 141394 WLDMT, TAKEUP, COLLAR
27 2 141393-001 TAKE-UP, BLK, MTG
ROD, ADJ, 5/8 DIA X 10 LG, 5/16-18 TAPPED THREAD, SS,
26 6 845728 NUMBERED
2 25 1 823632-001 GUIDE, BEAD, 686, 1.25 WD, 6FT LG
LEVELER, ARTICULATING, 7400 # CAP, 3/4-10 STEM, 7.5
24 2 827618 HIGH CRS 3" BASE, 2 C'SUNK LAG HOLES, HEAVY LIP ON
BASE
23 27 801359 CLAMP, RAIL, SINGLE, 1.5 LG, SS, ROUND HOLE
22 2 801292-002 RAIL, GUIDE, TEE, 1.0 X 0.38 L-SHAPE, 8
21 801296-002 RAIL, GUIDE, TEE, 1.60 W, 10' LG CUT TO 99.5", SS
20 1 871996 BELT, ACETAL, BLUE, FLAT TOP, 28" WIDE, W/AR RODS
19 2 106714-001 RLR, IDL, CRS, 2.00, 32 L TUBE, 47 FRAME WIDTH
18 2 815786 RING, RTNG, 1.00 SQ. SHAFT, SS, SELF SET
17 8 809086 SPKT, 20T, 1-1/2 SQ BORE, 3.8 PD, NATURAL ACETAL
SPKT, 12T, 1 SQ BORE, 2.3" PD, SERIES 1100, MACHINED
16 8 809071 ACETAL
RETAINER RING, SELF SET, 1-1/2" SQ SHAFT SS C-TYPE
| 15 2 800970 W/SETSCREW
14 1 324962-001 SHAFT, IDL, 15Q
13 1 231445-001 BRG, MOD
12 1 231445-002 BRG, MOD
1 6 814072 BKT, RAIL, GUIDE, HEAVY DUTY, 5/8 R
372624_00 1 MOTOR-GEARBOX, 1/2 HP, 230/460V 60HZ, 175 RPM,
10 1 870542 HELICAL BEVEL, 3/4" DIA HOLLOW SHAFT, M4 MTG, TB4,
CEIl, W/TORQUE ARM
9 2 324964 BKT, POP-OUT, RLR
8 1 324960-001 SHAFT, DRIVE, 1 1/25Q
7 1 192777-003 SHAFT, IDL
6 2 137933-024 ROD, CRS, 0.250, TAPPED, 10-32, 30.938 LG
5 2 101805-136 RLR, IDL, AL, 1.000
SHAFT, RLR, HEX, 7/16, TAPPED 1/4-20,30 L, FRAME WIDTH,
4 1 101811-069 SEAL WIDTH
1 3 1 133127-016 SHAFT, RLR, HEX, 7/16, TAPPED 5/16-18, 32 LG
2 4 827122 BRG, FLG, 11D, 3 BOLT, NORMAL-DUTY
1 1 357196 FRAME, CONV, INFEED
ITM | QTY. | PARTNUM DESCRIPTION
372624-001 BILL OF MATERIALS
notes CREATED IN & sy mmparal - SIZE SCALE | MATERIAL DESCRIPTION
: 31&%@"575.];55é‘f&“ﬂﬁé’é‘s@fm’ﬁf" SOLIDWORKS 2018 —— DumAvART Comany " P Som D 1:8 |SEE BILL OF MATERIALS ASSY, CONV’ |NFEED,
* DIVENSIONS IN PARENTHESES FOR S [FhE\CONFIG  arz6aaarzss 3RD ANGLE|  UNITS LOW FRIC BELT, BPTW-
RS R | £ BE CEAED sy e ol S, — 6000
g ursday, August 20, 2020 3: TOLERANCES
ARPAGLLG AND SHALL NOT e USED | |UPDATEDBY _|sarcher o NUMBER
FOR ANY PURPOSE OTHER THAN [z |DATE CREATED |Tuesday, April 19, 2016 4:35:57 PM X.XX: £.015 NONE
THAT FOR WHICH IT WAS OBTAINED. | £ |DATE UPDATED | Thursday, August 20, 2020 3:41:26 PM XXXX: £.005 372624
+ CREATED IN SOLIDWORKS 2018. G |UPDATED BY sarcher +
B A SHEET 1 0F 1



Date: 12/1/2020 Time: 1:13:13PM
Arpac BOM

Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 17647
Description: ASSY, FINAL, MACHINE, BPTW-6000

Item Qty Arpac Part Description

1 1.00 324983 ASSY, CONV, TRANSITION

2 1.00 325893 ASSY, FILM FEED, SERVO KNIFE, 26" WIDE FILM, AB VPL SERVOMOTORS, BPTW

3 1.00 372624 ASSY, CONV, INFEED, LOW FRIC BELT, 22" WD, BPTW-6000

4 1.00 342601 ASSY, FILM THREADING

5 1.00 010001-042A ASSY, LUBRICATION, CENTRAL, BPTW, TUBING NYLON

6 1.00 999999-002 1407 GENERAL NON-BOM CCCC, FSXX, MMSS, PPCN

7 1.00 226659-000B ASSY, BAR, SPLICE

8 1.00 215251-001b ASSY, CRANE, JIB, 300LB CAP, MTD, MACH, 49" REACH, A = 96 5/16", BPTW

9 1.00 364675 ASSY, RACK, FILM, BPTW

10 1.00 324986A ASSY, CONV, ACCELERATION

11 1.00 364690 ASSY, FRAME, BPTW

12 1.00 324970A ASSY, CONV, OVERWRAP, 23" WIDE BELT

13 1.00 364680 ASSY, FLIGHT BAR, OVERWRAP, ADJUSTABLE, A-B MOTOR W/BRAKE, FLIGHT BAR = 2
14 1.00 364700 ASSY, GUARD, SLIDING DOOR, BPTW-6000

15 1.00 364706 ASSY, PNEUMATICS, BPTW-6000, 24VDC

16 1.00 370926 ASSY, FINAL, TUNNEL, FLOW, AIR, BOT, 3 ZONE, UNI BELT, L=163, WT=32, H=22
17 1.00 372623 KIT, RISER, 47" ELEV, BPTW-6000



Date: 12/1/2020

Parent Number:

17647

Time:

Arpac BOM

Parent Revision: A

Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 324983

Assembly Drawing Number: 324983
Description: ASSY, CONV, TRANSITION

Quantity: 1.00

1:14:28PM

Item Qty Arpac Part Description

1 2.00 101806-059 RLR, IDL, AL, 1.250, 30.938 LG,

2 10.00 800275-030 FSNR, WASHER, FLAT, 5/8, SAE HARDENED

3 2.00 101883-007 SHAFT, RLR, HEX, 5/16, TAPPED, 10-32, 31.500 LG
4 5.00 123689-006 ROLLER, SLIP, 27.25 LG

5 1.00 324969 PLT, SIDE, CONV

6 1.00 324969-001 PLT, SIDE, CONV

7 1.00 106743 CROSS MEMBER

8 5.00 218717 SHAFT, RLR, IDLER

9 10.00 827119 BRG, FLG, 5/8 ID, 2 BOLT, 2.5" CNTRS

10 1.00 828561 SPKT, 35BS18-1, 1" BORE, 1/4" KW & 2 SS

11 5.00 800560 COLLAR, SHAFT, SET SCREW, 5/8,

12 3.00 324961 SPACER, SPKT, IDLER, A = 1.00"

13 3.00 800912 SPKT, 35BB20H, IDLER, 5/8 ID

14 1.00 870545 MOTOR-GEARBOX, 1/2 HP, 230/460V 60HZ, 175 RPM, HELICAL BEVEL, 3/4" DIA H(
15 2.00 827116 BRG, FLG, 1 ID, 2-BOLT, 3.89 BOLT CNTRS

16 1.00 324954 SHAFT, DRIVE

17 5.00 828560 SPKT, 35BS15-5/8, 5/8" BORE, 3/16" KW & 2 SS
18 1.00 311656 WASHER, SPECIAL

19 1.00 324956 ANCHOR, TORQUE

20 5.00 800459 CHAIN, RLR, #35, RLR RVT

21 4.00 140369-138 SPACER, 1" OD, 13/32 ID, .715 LG

22 1.00 324862 GUARD, CHAIN, TRANS CONV

23 2.00 324856 BKT, LUBRICATION

24 2.00 364668 BKT, MTG, AIR TUBE

25 1.00 364669 TUBE, AIR



Date: 12/1/2020 Time: 1:14:29PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 325893

Assembly Drawing Number: 325893

Description: ASSY, FILM FEED, SERVO KNIFE, 26" WIDE FILM, AB VPL SERVOMOTORS, BPTW
Quantity: 1.00

Item Qty Arpac Part Description

1 1.00 238437 ROLLER, TENSION, UPPER

2 1.00 225602-002 SHAFT, ROLLER, PINCH, LOWER BPTW-5401

3 1.00 264315 SHAFT, KNIFE, HEX

4 11.00 137619-000a BLADE, TITANIUM NITRIDE COATED, 2-1/2 W, 10 TEETH/INCH *SEE NOTES*
5 1.00 111429-000D ROLLER, UPPER, PINCH, 1ST, BPTW-70

6 1.00 324803 ROLLER, LOWER, PINCH, 27 1/2 LG, BPTW-70

7 1.00 325898 ASSY, TABLE, KNIFE, BPTW

8 2.00 809370 FSNR, WASHER, C'SINK, 4MM, TYPE GN184

9 2.00 225630-004 SHAFT, DRIVE, CRS, 1.00 OD, 35.50 LG

10 5.00 111467-016 RLR, IDL, AL, 1.660, 30 1/2 LG

11 5.00 101811-365 SHAFT, RLR, HEX, 7/16, TAPPED 1/4-20, 31 9/64 LG

12 1.00 223946-004 XBAR, ROD, 1.000, TAPPED, 1/4-20, 31 9/64 LG

13 1.00 325894 PLT, SIDE, LWR, RH

14 1.00 325895 PLT, SIDE, LWR, LH

15 2.00 325923 PLT, SUPPORT, ROLLER, PINCH, UPR

16 2.00 326204 ANGLE, MTG, FILM FEED

17 1.00 203803 NUT, ADJ, 5/8-11

18 2.00 823123 PULLEY, TIMING, 32T, 8MM P, 21MM W, 1210 BUSHING REQUIRED,

19 1.00 803982 BUSH, 1210, TAPER, 1 BORE X 1 LG

20 4.00 324809 GUIDE, ROLLER, PINCH

21 3.00 810527 BUSH, TAPER, 2012, 1" BORE, WITH KEYWAY

22 1.00 825158 BUSH, 1210, TAPER, 16MM BORE

23 6.00 141701 BEARING, MOD, SFT-16T

24 1.00 231281 PLATE, MTG, SERVO, FILM FEED ALLEN BRADLEY S/MOTOR

25 1.00 806316-001 BELT, TIMING, 8MM P, 12MM W, 800MM LG,

26 1.00 251968 PULLEY, TIMING, 25T, 8MM P, 12MM W, MOD, 28MM BORE

27 1.00 810310 PULLEY, TIMING, 60T, 8MM P, 12MM W, #2012 TAPER-LOCK BUSHING REQUIRED
28 1.00 810315 PULLEY, TIMING,22T,8MM P,21MM W USED W/ #1008 TAPER LOCK BUSHING
29 2.00 807118 BELT, TIMING, 8MM P, 21MM W, 1120MM LG,

30 1.00 810586 PULLEY, TIMING, 50T, 8MM P, 21MM W, #2012 TAPER-LOCK BUSHING REQUIRED
31 1.00 825159 PULLEY, TIMING, 53T, 8MM P, 21MM W, #2012 TAPER-LOCK BUSHING REQUIRED
32 1.00 325926 SHAFT, JACK, FEED, FILM

33 1.00 819507 BUSH, TAPER-LOCK, 1008, 1.000 BORE

34 1.00 238479 PULLEY, IDLER BELT, 21MM BPTW-5401

35 2.00 800559 COLLAR, SHAFT, SET SCREW, 1

36 1.00 224000-007 SPACER, AL, 21/32 ID X 1 1/4 OD X 1.664 LG

37 1.00 263994 PLATE, MTG, SERVO KNIFE AB S/MOTOR

38 2.00 827116 BRG, FLG, 1 ID, 2-BOLT, 3.89 BOLT CNTRS

39 2.00 229255 PLT, NUT, MTG

40 2.00 800562 COLLAR, SHAFT, SET SCREW, 3/4 STL

41 1.00 238458 SHAFT, ROLLER, PINCH, UPPER, 3/4 OD 33.88 LG, BPTW-5401

42 4.00 140369-125 SPACER, 1 OD X 13/32 ID X 1.000 LG

43 4.00 800280-016 FSNR, HHCS, 5/16-18 X 1-3/4

44 1.00 274203 ANGLE, PROX



Date: 12/1/2020 Time:
Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 325893

Assembly Drawing Number: 325893

Description: ASSY, FILM FEED, SERVO KNIFE, 26" WIDE FILM, AB VPL SERVOMOTORS, BPTW
Quantity: 1.00

1:14:29PM

Item Qty Arpac Part Description

45 1.00 251609 CAM, PROX, HOME

46 1.00 849461 MOTOR, SERVO, 101 IN-LB, 4500 RPM, 460VAC, KINETIX 5000 CONTROLLER
47 1.00 849316 MOTOR, SERVO, 37 IN-LB, 4750 RPM 460VAC, KINETIX 5500 CONTROLLER
48 2.00 809078 HD.WH, SAFETY, W/CPLG, 5/8 B., 5 1/20D

49 1.00 326193 GUARD, BELT, FILM FEED

50 1.00 326194 GUARD, BELT, FILM FEED

51 1.00 326195 GUARD, BELT, FILM FEED, UPR

52 1.00 357112 ASSY, FINGER, GUIDE, FILM, ENTRY

53 1.00 357116 ASSY, GUIDE, FILM, EXIT

54 4.00 800322-010 FSNR, BOLT, SHLDR, 5/16 DIA X 1/4 LG

55 1.00 111428-000D  ROLLER, RUBBER, PINCH

56 1.00  364331-001 BAR, MTG, BRUSH

57 2.00 806783-002 BRUSH, ELIMINATING, STATIC 36" LONG WITH .75" LONG CARBON FIBER
58 3.00 223945 PLT, CLAMP, BRUSH

59 1.00 364332 BKT, MTG, BRUSH, UPER

60 1.00  364332-001 BKT, MTG, BRUSH, UPER, LH

61 1.00 364682 BKT, MTG, REFLECTOR

62 1.00 364683 BKT, MTG, PE



Date: 12/1/2020

Parent Number:

Model:

Assembly Part Number: 372624

Time: 1:14:30PM
Arpac BOM

17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Assembly Drawing Number: 372624

Description: ASSY, CONV,

INFEED, LOW FRIC BELT, 22" WD, BPTW-6000

Quantity: 1.00
Item Qty Arpac Part Description
1 1.00 324966 FRAME, CONV, INFEED
2 4.00 827122 BRG, FLG, 1 ID, 3 BOLT, NORMAL-DUTY
3 1.00  133127-007 SHAFT, RLR, HEX, 7/16, TAPPED, 5/16-18, 26.000 LG
4 1.00  101811-012 SHAFT, RLR, HEX, 7/16, TAPPED, 1/4-20, 24.000 LG, 32.000 SEAL WIDTH
5 2.00 101805-090 RLR, IDL, AL, 1.000, 23.750 LG
6 2.00 137933-025 ROD, CRS, 0.250, TAPPED, 10-32, 24.938 LG
7 1.00 192777 SHF, IDLER, DNSTRM
8 1.00 324960 SHF, DRIVE, 1 1/2 SQ
9 2.00 324964 BKT, LUBRICATION
10 1.00 870542 MOTOR-GEARBOX, 3/4 HP, 230/460V 60HZ, 61 RPM, HELICAL BEVEL, 1" DIA HOLL(
11 6.00 814072 BKT, RAIL, GUIDE, HEAVY DUTY, 5/8 R
12 1.00  231445-002 BEARING, MOD, FB-16T, LH
13 1.00  231445-001 BEARING, MOD, FB-16T, RH
14 1.00 324962 SHAFT, IDL, 1 SQ
15 2.00 815786 RING, RETAINING, 1.00 SQ. SHAFT, SS, SELF SET
16 7.00 809071 SPKT, 12T, 1 SQ BORE, 2.3" PD, SERIES 1100, MACHINED ACETAL
17 2.00 800970 RING, RETAINER, SELF SET, 1-1/2" SQ SHAFT SS C-TYPE W/SETSCREW
18 6.00 809086 SPKT, 20T, 1-1/2 SQ BORE, 3.8 PD, NATURAL ACETAL
19 2.00 106714 ROLLER, IDLER
20 14.00 822820 BELT, ACETAL, BLUE, FLAT TOP, 22" W W/AR RODS
21 4.00 801296-002 RAIL, GUIDE, TEE, 1.60 W, 10' LG, SS
22 1.00  801292-003 RAIL, GUIDE, TEE, 1.0 X 0.38 L-SHAPE,10' SS
23 27.00 801359 CLAMP, RAIL, SINGLE, 1.5 LG, SS, ROUND HOLE
24 2.00 827618 LEVELER, ARTICULATING, 7400 # CAP, 3/4-10 STEM, 7.5 HIGH CRS 3" BASE, 2 (
25 2.00 823632-001 GUIDE, BEAD, 686, 1.25 WD, 6FT LG
26 6.00 845728 ROD, ADJ, 5/8 DIA X 10 LG, 5/16-18 TAPPED THREAD, SS, NUMBERED
27 2.00 141393-001 TAKE-UP MTG.BLOCK, SS
28 2.00 141394-000A  TAKE-UP COLLAR
29 2.00 140369-006 SPACER, 1 OD X 13/32 ID X 5/8 LG
30 1.00 324859 WLDMT, SUPPORT, CONV, INFEED, 34" ELEV
31 1.00 324858 PAN, DRIP, INFEED
32 4.00 139158-001 ROD, 1.0, TAPPED, 3/8-16, 4" LG
33 1.00 311656 WASHER, SPECIAL
34 1.00 324956 ANCHOR, TORQUE
35 1.00 869670 COVER, SHAFT, GEARBOX, SK 92172.1A



Date: 12/1/2020

Parent Number:

17647

Time:

Arpac BOM

Parent Revision: A

Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 342601
Assembly Drawing Number: 342601

Description: ASSY, FILM THREADING

Quantity: 1.00

1:14:30PM

Item Qty Arpac Part Description

1 1.00 324968 ASSY, DANCER, BPTW

2 1.00 111467-008 RLR, IDL, AL, 1.660, 30 5/8 LG

3 1.00 322675 ASSY, REGISTRATION, PRINT, FILM

4 1.00 325941 BKT, MTG, RLR

5 1.00 325941-001 BKT, MTG, RLR, OPP.

6 1.00 101811-278 SHAFT, RLR, HEX, 7/16, TAPPED, 1/4-20, 31.234 LG
7 1.00 325958 ASSY, BRUSH, ELIMINATION, STATIC



Date: 12/1/2020

Parent Number:

Model:

Time:

Arpac BOM

17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Assembly Part Number: 010001-042A

Assembly Drawing Number: 010001

Description: ASSY, LUBRICATION, CENTRAL, BPTW, TUBING NYLON

1:14:31PM

Quantity: 1.00
Item Qty Arpac Part Description
3 300.00 800179 TBG, 1/8 OD, NYL, PRESSURE TYPE H, .079" ID
4 24.00 801406 FTG, ELBOW, 1/8 OD TBG COMP X 1/4-28 TAPERED MALE
5 80.00 801449 FTG, CONN, 1/8 OD TBG COMP X 1/4-28, MALE, SILVER BASE
6 52.00 801455 FTG,ADAPTER,1/8 NPT,1/4-281ID,1/8-27 NPSM, USE W/NUT 51055 (801456)
7 52.00 801456 NUT, 1/8 NPSM, USE W/ADAPTER 13154 (801455)
8 52.00 802208 FTG, GREASE, 1/8 NPT, STRAIGHT, ZINC PL



Date: 12/1/2020 Time: 1:14:31PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000
Model:
Assembly Part Number: 226659-000B
Assembly Drawing Number: 226659
Description: ASSY, BAR, SPLICE
Quantity: 1.00
Item Qty Arpac Part Description
1 1.00 101558 MNT, INSULATOR, WIRE, SEAL,
2 1.00 101559 MNT, GROUND, WIRE, SEAL
3 2.00 101560 BLK, TENSIONER, WIRE, SEAL
5 2.00 367437 COVER, BAR, SPLICE
8 1.00 224028 CHANNEL, MTG, BAR, COLD
9 1.00 226624 BAR, COLD
10 2.00 101917 PIN, TERMINAL, WIRE, SPLICE, AL, TOGETHER W/ 806746 INTERCHANGE W/ 80648
11 2.00 806746 FSNR, SCREW, SET, 5-40 X 3/16,
12 1.00 226660 BAR, CENTER, BAR, SPLICE, PORTABLE
13 1.00 101557-003 BAR, PRESSURE, UPR, BAR, SPLICE, 28" SW
14 0.25 803441 TAPE, TEFLON 4 W X 36 YD, 5 MIL
15 2.00 806111 SPRING, COMP, 0.300 OD X 1-3/8 LG, 0.038 DIA MUSIC WIRE
16 0.01  804039-062 WIRE, 17 AWG, NICHROME, 1 LB PER SPOOL, (1LB = 173 FT)
17 0.01 803369 SILICONE, ADH, 3 0Z. TUBE,
19 0.09 803375 RUBBER, SPONGE SILICONE SH 3/8 X 36 X 36 (SEE COMMENTS)
21 2.00 224145 NUT, BAR, SEAL
22 2.00 854780 CYL, AIR, 1 1/4 BORE, 2 STRK, RND NOSE MNT, SINGLE ACT, SPRING EXTEND
23 3.00 816789 SILICONE, 3/8 X 1, C.C. SILICONE, SPONGE RUBBER, MEDIUM DENSITY
24 2.13 903841 PL G-7 SHEET 1/4 THK
26 36.50 903202 HRS TBG SQ 1 X 16GA (0.065) WALL, 1008/10 P&0
27 26.50 900090 AL FLAT 1/2 X 1, 6061-T6511
28 32.25 902901 AL TBG SQ 1 X 0.125 WALL, 6063-T52
29 27.75 900071 AL FLAT 3/8 X 1, 6061-T6511
30 1.25 904279 SS SHAFT G&P 5/8, 303, BEARING SHAFT QUALITY 0.6245/0.6235 (STANDARD TOLI



Date: 12/1/2020

Parent Number:
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

17647

Time:

Arpac BOM

Parent Revision: A

Assembly Part Number: 215251-001b

Assembly Drawing Number: 215251

Description: ASSY, CRANE, JIB, 300LB CAP, MTD, MACH, 49" REACH, A = 96 5/16", BPTW

1:14:32PM

Quantity: 1.00
Item Qty Arpac Part Description
2 1.00 237956 WLDMT, COLUMN, CRANE, JIB, A = 91, S = 44
3 1.00 101460-000A  WLDMT, PIPE, UPR, CRANE, JIB
4 2.00 101461 RLR, IDL, CRS, 1.500, CRANE, JIB,
5 1.00 101462 CUP, BRG, CRANE, JIB,
6 1.00 101463 BOOM, CRANE, JIB, 60 LG, 48.875 REACH
7 2.00 101464 BKT, STOP, CRANE, JIB,
8 1.00 802971 CONE, TIMKEN
9 1.00 802972 CUP, TIMKEN
10 1.00 802373 TROLLEY, 1/2 TON
11 1.00 802380 HOIST, CHAIN, ELECTRIC, 500LB CAP, 10 FT LIFT, 115V
12 4.00 800404 BUSH, OILITE, FLG, 0.502 X 0.753 X 1-1/4 LG, 1 OD X 1/8 THK FLG
13 2.00 800249-004 PIN, COTTER, 1/8 X 1-1/4,
14 2.00 800289-005 FSNR, WASHER, BEVEL, 1/2 SQ CH
15 4.00 800284-010 FSNR, HHCS, 1/2-13 X 2, GRADE 8
16 4.00 800290-027 FSNR, NUT, HEX, 1/2-13, GRADE 8
17 1.00 220406-000A  WLDMT, BAR, SPREADER, HOIST, FILM,
18 1.00 821578 CONTAINER, CHAIN, CANVAS, FOR 4z811 & 42358
19 2.00 102806 BLK, STOP, PIVOT, CRANE, JIB, PAINTED



Date: 12/1/2020

Parent Number:

17647

Arpac BOM

Parent Revision: A

Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 364675

Assembly Drawing Number: 364675
Description: ASSY, RACK, FILM, BPTW

Quantity: 1.00

Time:

1:14:32PM

Item Qty Arpac Part Description

1 2.00 800573 COLLAR, SHAFT, HINGED, 2-15/16 ID 4-1/2 OD X 3/4 W
2 2.00 805988 BRAKE, FRICTION, AIR 1-1/8 BORE NO S450

3 2.00 805989 GUARD, FINGER, CLUTCH #5450 HORTON CLUTCH

4 4.00 111483 BEARING, BLOCK, FILM SHAFT, BPTW-70

5 2.00 203690 BKT, MNT, AIR BRAKE BPTW

6 2.00 111486 SHAFT, BRAKE, BPTW-70

7 2.00 825453 SHAFT, AIR, 3" DIA X 28" BODY X 35"LG LU

8 1.00 129242 PLT, SUPPORT, HOSE, AIR

9 1.00 129243 SPACER, SUPPORT, HOSE, AIR

10 4.00 106880 PIVOT, CLAMP

11 2.00 106883 BAR, CLAMP, A=27.42

12 2.00 227577 PAD, CLAMP, BAR, SPLICE

13 1.00 203700 ROD, AL, 0.750, TAPPED, 1/4-20, 4.500LG

14 1.00 230538 ANGLE, MTG, BAR, SPLICE

15 2.00 111488 COLLAR, BAR, TURNING BPTW-70 & BPSW-45

16 1.00 357266 ANGLE, MTG, BAR, AIR, 45 DEG

17 2.00 224014 BKT, MTG, BAR, AIR

18 1.00 111487 BAR, AIR TURNING BPTW-70

19 4.00 841410 LEVELER, ARTICULATING, 7400 # CAP, 3/4-10 STEM, 9.5 HIGH, CRS 3" BASE, 2
20 1.00 364678 WLDMT, FRAME, RACK, FILM, RH

21 1.00  111467-005 RLR, IDL, AL, 1.660, 28.500 LG

22 1.00  101811-117 SHAFT, RLR, HEX, 7/16, TAPPED, 1/4-20, 29.500 LG
23 2.00 203688-001 CHANNEL, CRS, MTG

24 1.00 364677 WLDMT, FRAME, RACK, FILM, LH

25 2.00 118861-003 ROD, AL, 1.000,TAPPED, 1/4-20, 33.50 LG

26 2.00 230769 GUARD, PHOTO-EYE, RACK, FILM

27 1.00  364705-001 WLDMNT, ANGLE, MTG, 45 DEG BAR

28 1.00 364705 WLDMNT, ANGLE, MTG, 45 DEG BAR

29 1.00 823078 GUN, INFLATION, AIR

30 4.62 803364 SILICONE, 3/8 X 1/2, ORANGE, DIE#80466, 2D2 CLOSED CELL



Date: 12/1/2020

Parent Number:

Model:

Assembly Part Number: 324986A

Arpac BOM

17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Assembly Drawing Number: 324986
Description: ASSY, CONV, ACCELERATION

Time:

1:14:33PM

Quantity: 1.00
Item Qty Arpac Part Description
1 1.00 101825 SPKT, 50B15, MOD, 1.000 BORE, SET SCREWS/ KEYWAY
2 1.00 101835-018 SPACER, SPKT, IDL, 2.25 LG
3 1.00 101843-047 ROD, CRS, 0.500, TAPPED, 1/4-20, 24.36 LG
4 1.00 106704 BAR, NOSE, ENTRY, 24.00 LG
5 1.00 106706 SHAFT, PIVOT
6 1.00 106707 NOSE BAR, EXIT
7 2.00 106708 BLOCK, TAKE-UP
8 2.00 106709 BOLT, TAKE-UP
9 1.00 106717-000A ROLLER, TAKE-UP
10 9.00 123689-001 ROLLER, SLIP, 21.219 LG
11 1.00 124553 STRIP, WEAR, BELT SUPPORT
12 2.00 124556 PLT, MTG, BELT, SUPPORT
13 1.00 124845 SPKT, 35B23, MOD, 1.000 BORE
14 1.00 192792-001 CLAMP, MTG, ROLLER, TRANSFER, LH
15 1.00 192792-002 CLAMP, MTG, ROLLER, TRANSFER, RH
16 1.00 192793 ROLLER, TRANSFER
17 2.00 274256 COLLAR, 7/8" I.D, ECCENTRIC
18 1.00 311656 WASHER, SPECIAL
19 1.00 324863 NUT, 5/8-11, KEYED
20 2.00 324864 BKT, LUBRICATION, 12 POINT
21 1.00 364674 GUARD, KNIFE
22 1.00 324866 BKT, MAGNET
23 4.00 324870 SPACER, 1 OD 13/32 ID, A=.465
24 2.00 324872 SPACER, DRIP PAN
25 2.00 324872-001 SPACER, DRIP PAN, A=.75
26 2.00 324873 XMBR, PLT, BED
27 1.00 324874 PAN, DRIP, ACCE CONV
28 2.00 324875 CLAMP, MTG, NOSE BAR
29 1.00 324878 ASSY, LATCH
30 1.00 324945 LATCH, MTG, RH
31 1.00 324945-001 LATCH, MTG, LH
32 1.00 324946 PLATE, BED, PIVOT, A = 24
33 1.00 324947 SHAFT, TAKE-UP
34 1.00 324948 PLATE, BED, STATIONARY
35 1.00 324949 ANCHOR, TORQUE
36 1.00 324951 PAN, DRIP, ACC CONV
37 1.00 324955 SHAFT, DRIVE
38 9.00 324958 SHAFT, ROLLER, A = 27.38", B = 21.13"
39 7.00 324961-002 SPACER, SPKT, IDLER, A = 0.88"
40 1.00 324984 SHAFT, SQ, DRIVE
41 1.00 324985 PLT, SIDE, LH
42 1.00 324985-001 PLT, SIDE, RH
43 1.00 357186 BAR, CROSS, BELT SUPPORT
44 1.00 357187 BAR, STIFF



Date: 12/1/2020 Time: 1:14:33PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000
Model:
Assembly Part Number: 324986A
Assembly Drawing Number: 324986
Description: ASSY, CONV, ACCELERATION
Quantity: 1.00
Item Qty Arpac Part Description
45 1.00 364085 BKT, MTG, COVER, DRIVE, ACCEL CONV
46 1.00 364086 BKT, MTG, COVER, DRIVE, ACCEL CONV
47 1.00 364088 COVER, CHAIN, SLIP DRIVE, ACCEL CONV
48 18.00 800275-030 FSNR, WASHER, FLAT, 5/8, SAE HARDENED
49 2.00 800394 BUSH, OILITE, FLG, 0.502 X 0.627 X 1/2, 7/8 OD X 1/16 THK FLG
50 3.60 800468 CHAIN, RLR, #50
51 1.00 800515 LINK, CONN, #35,
52 18.00 800578-001 COLLAR, SHAFT, CLAMP, 1-PIECE, 5/8
53 1.00 800905 SPKT, 50BB15H, IDLER, 5/8 ID, HARDENED TEETH, 3.006 PD
54 7.00 800912 SPKT, 35BB20H, IDLER, 5/8 ID
55 2.00 800970 RING, RETAINER, SELF SET, 1-1/2" SQ SHAFT SS C-TYPE W/SETSCREW
56 2.00 802789 BRG, CART, 1/4 X 11/16 X 5/16 LG, FLGD, PRESS FIT ID & OD, 25/32 FLG OD
57 2.00 809371 HANDLE, MACHINE, SOLID AL- CLEAR ANODIZED
58 6.00 826594 BELT, ACETAL, BLUE, FLUSH GRID, 23"W, NYLON RODS
59 7.00 826595 SPKT, 19T, 1-1/2 SQ BORE, 3.1 PD
60 4.00 827116 BRG, FLG, 1 ID, 2-BOLT, 3.89 BOLT CNTRS
61 18.00 827119 BRG, FLG, 5/8 ID, 2 BOLT, 2.5" CNTRS
62 9.00 828560 SPKT, 35BS15-5/8, 5/8" BORE, 3/16" KW & 2 SS
63 18.00 847054 SPRING, WASHER, TRIPLE-WAVE, 0.65ID, 0.86 OD, 0.07HT
64 1.00 849655 SPKT, 50B16, 1" BORE, KWY&SS, S/A 101827
65 1.00 870863 MOTOR-GEARBOX, 3/4 HP, 230/460V 60HZ, 174 RPM, HELICAL BEVEL, 3/4" DIA H(
66 8.50 800459 CHAIN, RLR, #35, RLR RVT
67 1.00 364674-001 GUARD, KNIFE
68 1.00 369662 PLT, MTG, PE
69 1.00 369663 PLT, MTG, REFLECTOR



Date: 12/1/2020 Time: 1:14:34PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000
Model:
Assembly Part Number: 364690
Assembly Drawing Number: 364690
Description: ASSY, FRAME, BPTW
Quantity: 1.00
Item Qty Arpac Part Description
1 1.00 364689 WLDMNT, FRAME, BPTW
2 4.00 841409 LEVELER, ARTICULATING, 20000 # CAP, 1-8 STEM, 9.88 HIGH, CRS 4" DIA X 2"
3 1.00 364326 BKT, MTG, BOX, PUSHBUTTON
4 1.00 368844 BKT, MTG, BOX, JUNCTION
5 2.00 364901 ANGLE, REINFORCEMENT
6 10.00 364902 ANGLE, MTG, WIREWAY
7 10.00 364903 PLT, CLAMP
8 1.00 370503 BKT, MTG, CONDUIT



Date: 12/1/2020 Time: 1:14:34PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 324970A

Assembly Drawing Number: 324970

Description: ASSY, CONV, OVERWRAP, 23" WIDE BELT
Quantity: 1.00

Item Qty Arpac Part Description

1 1.00  106765-001 NUT, ADJUSTABLE, RH THREAD

2 1.00  106765-002 NUT, ADJUSTABLE, LH THREAD

3 4.00 106769 CLIP, GUIDE TRACK

4 1.00 106771 NOSE BAR, AIR

5 2.00 106777 CROSS MEMBER, A = 27.50"

6 1.00 106778 SHAFT, IDLER, A = 27.50"

7 2.00 231335-001 ROLLER, IDLER, CRS, 2.375 OD, A=26.25

8 1.00 231349 BAR, NOSE, CONV, 7/8 DIA, A = 27.50

9 1.00 231350 PLATE, BED, A = 27.50"

10 2.00 231393 GUIDE, CTR

11 2.00 308115 WLDMT, SCREW, TAKE-UP, 1" 3/8-16 THREAD, 4.75 LG
12 1.00 311656 WASHER, SPECIAL

13 2.00 324935 ROD, CONNECT

14 2.00 324936 ANGLE, MTG, OVERWRAP, A = 40.75"

15 4,00 324937 BAR, VERT, A=1.00

16 2.00 324938 BAR, MTG, CROSS, A = 40.00"

17 1.00 364027 PLT, SIDE, CONV, OVERWRAP

18 1.00  364027-001 PLT, SIDE, CONV, OVERWRAP, OPPOSITE

19 2.00 364028 BLK, TENSION, BELT

20 4.00 364029 BLK, MTG, TORQUE ARM

21 2.00 364030 BAR, MTG, OVERWRAP

22 1.00 364031 SHAFT, TAKE-UP, A = 32,75"

23 1.00 364032 SHAFT, DRIVE, OVERWRAP, A = 37.97", B = 13.00"
24 1.00 364035 PIN, LOCKING, 1.5"

25 2.00 807167 RING, SNAP, EXTERNAL, 2 1/16" SHAFT, BLACK OXIDE FINISH
26 5.25 826594 BELT, ACETAL, BLUE, FLUSH GRID, 23"W, NYLON RODS
27 7.00 826595 SPKT, 19T, 1-1/2 SQ BORE, 3.1 PD

28 2.00 827116 BRG, FLG, 1 ID, 2-BOLT, 3.89 BOLT CNTRS

29 1.00 870545 MOTOR-GEARBOX, 1/2 HP, 230/460V 60HZ, 175 RPM, HELICAL BEVEL, 3/4" DIA H(
30 1.00 847059 STATIC BAR, IQ EASY, 22.05" EFF LG, 27.17" LG, W/RT ANGLE CONNECTOR CABL
31 2.00 367436 BKT, FITTING, GREASE

32 1.00 364673 WLDMNT, BKT, MTG, E-BOX

33 1.00  364673-001 WLDMNT, BKT, MTG, E-BOX



Date: 12/1/2020

Parent Number:

17647

Time:

Arpac BOM

Parent Revision: A

Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 364680

Assembly Drawing Number: 364680
Description: ASSY, FLIGHT BAR, OVERWRAP, ADJUSTABLE, A-B MOTOR W/BRAKE, FLIGHT BAR = 28

Quantity: 1.00

1:14:35PM

Item Qty Arpac Part Description

1 1.00 319221 PLT, MTG, SERVOMOTOR, OVERWRAP

2 2.00 106751 BRK'T, GEAR, MITER

3 1.00 364685 SCREW, 1-8 RH

4 1.00 364686 SCREW, 1-8 LH

5 1.00 106754 MTG DRIVE SHAFT WELDMENT

6 1.00 106757 SHAFT, ADJUSTABLE, A = 37.50"

7 2.00 106759 BAR, FRAME AS SHOWN

8 2.00 106760 BAR, FRAME OPPOSITE OF SHOWN ON DWG

9 2.00 106782 BAR, FLIGHT, CROSS MEMBER, A = 28.031"

10 2.00 111544 SPKT, 40B42, MOD, DRIVE, FLIGHT BAR, 40B42

11 1.00 111758 PLT, MTG, SHAFT, DRIVE

12 2.00 117051 BAR MOUNTING, DRAG STRIP 30" LG

13 2.00 117310 GEAR, BEVEL, BS 1227-15 MODIFIED FOR 3/4 DIA
14 2.00 117311 GEAR, BEVEL, BS 1218-15 MODIFIED FOR 5/8 DIA W\ KEY
15 1.00 119483 ADAPTOR, TORQUE LIMITER,

16 1.00 120071-000B  PULLEY, TIMING, TORQUE LIMITER, MOD FOR T-20E
17 1.00 125668-003 WASHER, STOP, ANODIZED 1 1/2 DIA

18 2.00 126312-000A  MTL, CURTAIN RED, 6" X 36",

19 1.00 138129 HANDWHEEL, MOD, AL 2 SPOKE, 1.000 BORE

20 1.00 102675 BKT, MTG, PHOTOEYE, ADJ, VER, LG,

21 1.00 203746-001 PLT, MNT, PROX

22 1.00  203747-001 BRACKET, PROX, OVERWRAP FLIGHT BAR BPTW

23 1.00  203748-001 SPACER, PROX

24 1.00 231362 PULLEY, OVER WRAP SERVO 8M-25S-12

25 2.00 231384 PLT, TRACK CONN

26 2.00 231385 BAR, CONNECTING

27 4.00 364684 PLT, MTG, ROD

28 2.00 364687 BAR, FLIGHT, 28" LG

29 2.00 364670 TRACK, CHAIN, FLIGHT BAR

30 1.00 364064 HANDWHEEL, MOD, AL 2 SPOKE, 0.813 BORE

31 1.00 364067 SHAFT, DRIVE, A = 37.625"

32 4.00 800523 CHN, LINK, CONN, #40, OFFSET

33 2.00 802760 BRG, FLG, 1 ID, 2-BOLT,, EXTREME BG3324

34 0.75 802981 SPACER, FULL ROUND, (PURCH IN 8 FT SECT)

35 1.00 803970 LIMITER, TORQUE, 200-400, 13/16" BORE,

36 1.00 806316-002 BELT, TIMING, 8MM P, 12MM W, 720MM LG,

37 18.00 806853 CHAIN, RLR, DBL PITCH, ANSI 40

38 1.00 836993 REFLECTOR MOUNT

39 1.00 836994 SENSOR HOLDER, 1/2" ROD, 3/4" BORE

40 4.00 840749 LINK, CONN, C2040DL, .D-5, 25" DIA THRU HARD, 3/4" LG EXT
41 1.00 849460 MOTOR, SERVO, 37 IN-LB, 4750 RPM, 460VAC, W/BRAKE.KINETIX 5000 CONTROLLE!
42 2.00 846213 WASHER, SHIM, .75 ID X 1.125 OD X .0625 THK, SS
43 2.00 809046 WSHR, OILITE, 0.752 X 1.755 X 1/8 THK



Date: 12/1/2020 Time: 1:14:35PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 364700

Assembly Drawing Number: 364700

Description: ASSY, GUARD, SLIDING DOOR, BPTW-6000
Quantity: 1.00

Item Qty Arpac Part Description

1 1.00 846561 KIT, DOOR, GUARD, W/LEXAN, AL EXTRUSION, 72 H X 93-47/64 LG, LH
2 1.00  846561-001 KIT, DOOR, GUARD, W/LEXAN, AL EXTRUSION, 72 H X 93-47/64 LG, RH
3 6.00 292478-002 BKT, MTG, ASSY, DOOR, TOP

4 2.00 292137-006 GUARD, END, DOORS

5 4.00 369962 PLT, MTG, SWITCH, DOOR

6 2.00 324799 BKT, MTG, PIN, SWITCH, DOOR, 4.25IN, RH

7 1.00  324799-001 BKT, MTG, PIN, SWITCH, DOOR, 4.25IN, LH

8 1.00  291848-001 BKT, MTG, PIN, SWITCH, DOOR, 2.5IN, LH

9 1.00 364701 GUARD, LEXAN, ENTRANCE



Date: 12/1/2020

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 364706

Assembly Drawing Number: 364706

Description: ASSY, PNEUMATICS, BPTW-6000, 24VDC
Quantity: 1.00

Time: 1:14:35PM

Item Qty Arpac Part Description

1 1.00 870565 ASSY, AIR PREP, FILTER, REG, SWITCH, DUMP, 3/4 NPT, 24VDC, L TO R, PNP SE
2 2.00 815881 VALVE, AIR, 1/4 PORT, 110V AC/24V DC DIRECT SOLENOID OPERATED

3 1.00 823476 REGULATOR, FLOW, W/GAUGE 1/4", 0 - 150 PSI

4 2.00 822086 VALVE, SOLENOID, .12B, 24VDC 45 SERIES,

5 1.00 219668 MANIFOLD, 1/4 NPT OUT,1/8 NPT IN*

6 1.00 126665 MANIFOLD

7 1.00 126952 MANIFOLD

8 3.00 841206 GAUGE, PRESSURE, 1/8 NPT, 0-30 PSI CENTER BACK CONNECTED, 1 1/2 DIA
9 2.00 364699 BKT, MTG, PRESURE GAGE

10 2.75 900121 AL FLAT 3/4 X 1-1/2, 6061-T6511

11 2.63 900156 AL SQ 1-1/2, 6061-T6511

12 2.00 364699 BKT, MTG, PRESURE GAGE

13 1.00 364707 BKT, MTG, FR



Date: 12/1/2020 Time: 1:14:36PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 370926

Assembly Drawing Number: 370926

Description: ASSY, FINAL, TUNNEL, FLOW, AIR, BOT, 3 ZONE, UNI BELT, L=163, WT=32, H=22,
Quantity: 1.00

Item Qty Arpac Part Description

1 1.00 369684 ASSY, HOUSING, OUTER, TUNNEL, FLOW, AIR, SIDE/BOT, 1 ZONE, FALCON, L=70,V
2 1.00 265535 ASSY, HOUSING, OUTER, TUNNEL, FLOW, AIR, BOT, 2 ZONE, FALCON, L=93,WT=32,
3 3.00 114196-002B  ASSY, BLOWER, TUNNEL, 2 HP, 230/460V US MOTOR

4 3.00 121097-333 ASSY, TRAY, ELEMENT, 8 X 3500W X 230V, S

5 1.00 251074 ASSY, PRODUCT COOLING, 43" W FRAME

6 3.00 121112-000A  WLDMT, MTG, ENCLOSURE, ELECTRICAL, 24 X 24, INTAKE, SIDE, 18" H AND UP

7 3.00 112380-013 ASSY, FAN, COOLING, BELT, A = 41

8 1.00 298889 ASSY, CONV, DRIVE, TUNNEL, 3 ZONE, UNI BELT

9 1.00  248982-001 STRIP, TOP, SEAL, TUNNEL, 43" FR

10 1.00 267444 ASSY, COVERS, TUNNEL, 3 ZONES

11 3.00 211717 CLAMP, TRAY, ELEMENT, TUNNEL, 2.38 LG

12 3.00 268382 COVER, TRAY, ELEMENT, TUNNEL, GUARD, ELECTRICAL, PLASTIC

13 6.00 841409 LEVELER, ARTICULATING, 20000 # CAP, 1-8 STEM, 9.88 HIGH, CRS 4" DIA X 2"
14 1.00 362144 WLDMT, MTG, ENCLOSURE, ELECTRICAL, 30 X 70



Date: 12/1/2020 Time: 1:14:36PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 372623

Assembly Drawing Number: 372623

Description: KIT, RISER, 47" ELEV, BPTW-6000
Quantity: 1.00

Item Qty Arpac Part Description
1 6.00 301302-003 WLDMT, BKT, ELEV, 2X2, 15 3/4
2 10.00 301973-006 WLDMT, EXT, LEVELING FOOT, A=12.00



Date: 12/1/2020 Time: 1:14:37PM

Arpac BOM

Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000
Model:
Assembly Part Number: 325898
Assembly Drawing Number: 325898
Description: ASSY, TABLE, KNIFE, BPTW
Quantity: 1.00

Item Qty Arpac Part Description

1 1.00 325897 TABLE, KNIFE, BPTW

2 1.00 129925 PLATE, GUIDE, TABLE, KNIFE BPTW-70



Date: 12/1/2020

Parent Number: 17647

Arpac BOM

Parent Revision: A

Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 357112
Assembly Drawing Number: 357112

Description: ASSY, FINGER, GUIDE, FILM, ENTRY

Quantity: 1.00

Time:

1:14:37PM

Item Qty Arpac Part Description
1 2.00 326316-002 SHAFT, MTG, FINGER, GUIDE
2 28.00 357111 SPACER, FINGER, GUIDE, FILM
3 15.00 357108 PLT, FINGER, GUIDE, FILM, ENTRY
4 4.00 362277-002 SHAFT, SUPPORT, GUIDE
5 2.00 324800 BLK, CLAMP, SHAFT



Date: 12/1/2020 Time: 1:14:38PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000
Model:
Assembly Part Number: 357116
Assembly Drawing Number: 357116
Description: ASSY, GUIDE, FILM, EXIT
Quantity: 1.00
Item Qty Arpac Part Description
1 1.00 357115 ASSY, GUIDE, FILM, EXIT, LOWER
2 1.00 357114 ASSY, GUIDE, FILM, EXIT, UPPER

3 2.00 326357 BLK, CLAMP, SHAFT



Date: 12/1/2020 Time: 1:14:38PM
Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000
Model:
Assembly Part Number: 324968
Assembly Drawing Number: 324968
Description: ASSY, DANCER, BPTW
Quantity: 1.00
Item Qty Arpac Part Description
1 1.00 319236 WLDMT, ARM, DANCER
2 1.00 228365-001 BAR, DANCER, STATIONARY, RH
3 1.00 228365-002 BAR, DANCER, STATIONARY, LH
4 1.00 324967 WLDMNT, BKT, CYL
5 1.00 324967-001 BKT, CYL
6 1.00 324855 BKT, SENSOR, PROX, DANCER
7 5.00 111467-004 RLR, IDL, AL, 1.660, 30 5/16 LG
8 6.00 111467-003 RLR, IDL, AL, 1.660, 31 5/16 LG
9 5.00 101811-103 SHAFT, RLR, HEX, 7/16, TAPPED, 1/4-20, 31.000 LG
10 6.00 101811-132 SHAFT, RLR, HEX, 7/16, TAPPED, 1/4-20, 32.000 LG
11 2.00 801962 CYL, AIR, 1-3/4 BORE, 6 STROKE, AL SQUAR
12 2.00 800449 WSHR, OILITE, 0.628 X 1.000 X 1/8 THK



Date: 12/1/2020

Parent Number: 17647

Arpac BOM

Parent Revision: A

Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 322675
Assembly Drawing Number: 322675

Description: ASSY, REGISTRATION, PRINT, FILM

Quantity: 1.00

Time:

1:14:39PM

Item Qty Arpac Part Description
1 1.00 241022 EXTRUSION, 1010 SERIES 14.75" LONG
2 1.00 224004 BKT, MTG, PE REG
3 1.00 224003 PLT, BASE, PE REG, see COMMENTS
4 1.00 225597 NUT, TEE, BKT, PHOTO-EYE
5 1.00 241020 ARM, SUPPORT, PHOTO-EYE, REGISTRATION
6 1.00 802658 KNOB, BLACK, PLASTIC, 5/16-18 X 2
7 1.00 816544 BRG, LINEAR, FLANGE, DOUBLE, SERIES 10
8 1.00 816551 HDL, L, RATCHETING, 10 SERIES
9 2.00 220369-002 SPACER, AL, 9/32 ID X 1 OD X 1 5/8 LG
10 1.00 322622 PLT, MTG, SCALE
11 1.00 322623 POINTER, SCALE
12 1.00 850152 RULER, ADHESIVE-BACK, 1/2" WIDE, VERTICAL, BTM TO TOP READ



Date: 12/1/2020 Time: 1:14:39PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 325958

Assembly Drawing Number: 325958
Description: ASSY, BRUSH, ELIMINATION, STATIC
Quantity: 1.00

Item Qty Arpac Part Description
1 2.00 370026 BLK, MTG, BRUSH
2 2.00 370599 BAR, MTG, BRUSH, STATIC
3 2.00 806783-002 BRUSH, ELIMINATING, STATIC 36" LONG WITH .75" LONG CARBON FIBER
4 6.00 223945 PLT, CLAMP, BRUSH



Date: 12/1/2020 Time: 1:14:40PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000
Model:
Assembly Part Number: 324878
Assembly Drawing Number: 324878
Description: ASSY, LATCH
Quantity: 1.00
Item Qty Arpac Part Description
1 2.00 324876 ROD, CONNECT, A=28.75
2 2.00 324877 PLT, LATCH
3 2.00 800407 BUSH, OILITE, FLG, 0.3765 X 0.502 X 1/4, 5/8 OD X 1/16 LG FLG
4 2.00 800323-001 FSNR, BOLT, SHLDR, 3/8 DIA X 3/8 LG, 5/16-18 THD
5 2.00 800444 WSHR, OILITE, 0.390 X 0.750 X 1/32 THK



Date: 12/1/2020 Time: 1:14:40PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 369684

Assembly Drawing Number: 369684

Description: ASSY, HOUSING, OUTER, TUNNEL, FLOW, AIR, SIDE/BOT, 1 ZONE, FALCON, L=70,WT=32,H=22
Quantity: 1.00

Item Qty Arpac Part Description
1 6.00 263845 NUT, CLEVIS, ADJ, BAFFLE, TUNNEL
2 1.00 108687-003 SCREEN, INTAKE, TUNNEL, 32 WIDE TUNNEL
3 2.00 108699-203 LINER, INNER, SECTION, END, TOP, L = 70, WT = 32
5 2.00 108704-003 WLDMT, BAFFLE, END, TUNNEL, WT = 32
6 1.00 262348 PLT, LABEL, LEVERS, DIVERTER, AIR, RH
7 6.00 111540 LEVER, AIR DIVERTER
8 1.00 262348-001 PLT, LABEL, LEVERS, DIVERTER, AIR, LH
9 6.00 220369-004 SPACER, AL, 9/32 ID X 1 OD X 7/8 LG
10 1.00 114075-103 BAR, CLAMP, CURTAIN, TUNNEL, TOP, 32" INSIDE TUNNEL WIDTH
11 2.00 114075-205 BAR, CLAMP, CURTAIN, TUNNEL, SIDE, INTAKE, UPR, H = 22"
12 1.00 121104-203 TOP, HOUSING, OUTER, TUNNEL, SINGLE ZONE UPPER INTAKE, L = 70, WT = 32
13 1.00 121090-205 PLT, SIDE, HOUSING, OUTER, TUNNEL, W/CUTOUT, UPR INTAKE, L = 70", H = 22'
14 1.00 121091-205 PLT, SIDE, HOUSING, OUTER, TUNNEL, W/0O CUTOUT, UPR INTAKE, L = 70", H = ¢
15 2.00 265496 WLDMT, BAFFEL, SCREEN, SIDE, 70" LG TUNNEL
16 4.00 265497 PLT, CONTROL, AIR, 70" TUNNEL
17 6.00 265498 SHAFT, CONTROL, AIR, TUNNEL LG 70", 65" LG
18 2.00 345112 ANGLE, DIVERTING, AIR, SINGLE ZONE
19 2.00 128308-003 PLT, BAFFEL, END, TO, NEXT, TUNNEL WT 32"
20 2.00 128309-003 CHANNEL, BAFFEL, END, TUNNEL WT 32"
21 2.00 128310-003 CLAMP, FABRIC, BAFFEL, END, TUNNEL WT 32"
22 2.00 128316-003 ANGLE, CLAMP, BED, TUNNEL LG 70"
23 2.00 358000 ANGLE, CLAMP, SUPPORT, BELT, TUNNEL
24 2.00 262357 XMBR, TUNNEL, CONVEYOR, SUPPORT, WT = 32", FALCON BELT
25 8.00 128323-003 SPACER, SUPPORT, BELT, TUNNEL, 4" GAP, TUNNEL WT 32"
26 1.00 265500 WLDMT, PLT, SIDE, COVER, INNER, TUNNEL, ZONE, SINGLE, BOTTOM, AIR, FLOW,
27 2.00 262361 WLDMT, XMBR, TUNNEL, CONVEYOR, SUPPORT, WT = 32", FALCON BELT
28 1.00 265500-001 WLDMT,PLT,SIDE,CVR, INNER,TNL,1-ZONE,BOT AIR FLOW,RH
29 1.00 128339-007 ASSY,HSG, INNER, TNL,, INTAKE, UPR, 1-ZONE,FLOW,BOT,LG 70,H 22,WT 32
30 6.00 802685 KNOB, BLACK, PLASTIC 5/16-18 FEM
31 0.00 803394 ( For Aftermarket orders use Part# 199535-022 ) MTL, CURTAIN RED 1 SQ Y
32 0.18 803426 INSULATION, MONOBLK, 2 X 12X 36, 1 BOX, 24 SQ FEET, 8 SHEETS
33 0.28 803427 INSULATION, ROCBOARD, 2 X 24X 48 1 BOX, 48 SQUARE FEET, 7 SHEETS
34 4.00 141729-017 CRS TBG DOM 1/2 OD X 16 GA WALL, 2.938 LG
35 4.00 141730-002 CRS TBG DOM 3/4 OD X 3/16 WALL, 1.500 LG
36 1.00 116985 DEFLECTOR, INTAKE, TUNNEL
38 1.00 247315 DEFLECTOR, AIR, TOP
39 1.00 228755 DEFLECTOR, AIR, TOP
40 2.00 262362 PLT, MTG
41 2.00 839200 KNOB, BLACK, PLASTIC, 1.26 DIA, 1/4-20 THRU
42 1.00 265513 LINER, INNER, SECTION, END, TOP, 70" LG TUNNEL
43 6.00 369674 DEFLECTOR, AIR, BOTTOM
44 1.00 265515 SCREEN, SIDE, ADJ, RH
45 4.00 839199 COLLAR, SHAFT, CLAMP, 1-PIECE, 1/4-20, THREADED ID
46 2.00 145640-006 1/4-20 STUD 9"



Date: 12/1/2020

Parent Number:

17647

Arpac BOM

Parent Revision: A

Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 369684
Assembly Drawing Number: 369684

Time:

Description: ASSY, HOUSING, OUTER, TUNNEL, FLOW, AIR, SIDE/BOT, 1 ZONE, FALCON, L=70,WT=32,H=22

Quantity: 1.00

1:14:40PM

Item Qty Arpac Part Description
47 6.00 812915 RING, SNAP, E-STYLE, EXTERNAL, 1/2
48 1.00 265515-001 SCREEN, SIDE, ADJ, LH
49 1.00 265516 SCALE, RH
50 1.00 265516-001 SCALE, LH
51 2.00 265517 ROD, SCALE



Date: 12/1/2020

Parent Number: 17647

Time: 1:14:41PM
Arpac BOM

Parent Revision: A

Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 265535
Assembly Drawing Number: 265535

Description: ASSY, HOUSING, OUTER, TUNNEL, FLOW, AIR, BOT, 2 ZONE, FALCON, L=93,WT=32,H=22

Quantity: 1.00

Item Qty Arpac Part Description
2 2.00 108687-003 SCREEN, INTAKE, TUNNEL, 32 WIDE TUNNEL
3 2.00 108699-403 LINER, INNER, SECTION, END, TOP, L = 93, WT = 32
4 1.00 108700-203 LINER, INNER, SECTION, CENTER, TOP, L = 93, WT = 32
5 1.00 108704-003 WLDMT, BAFFLE, END, TUNNEL, WT = 32
8 1.00 114075-103 BAR, CLAMP, CURTAIN, TUNNEL, TOP, 32" INSIDE TUNNEL WIDTH
9 2.00 114075-205 BAR, CLAMP, CURTAIN, TUNNEL, SIDE, INTAKE, UPR, H = 22"
10 1.00 108730-203 WLDMT, BAFFLE, INTAKE, TUNNEL, ZONE, DUAL, L = 93, WT = 32
12 1.00 121092-205 PLT,SIDE,HSG,OUTER, TNL,W/CUTOUT,2-ZONE,UPR INTAKE,L=93,H=22
13 1.00 121093-205 PLT,SIDE,HSG,OUTER, TNL,W/OCUTOUT,2-ZONE,UPR INTAKE,L=93,H=22
15 1.00 121089-203 TOP, HOUSING, OUTER, TUNNEL, DUAL ZONE, UPPER INTAKE, L = 93", WT = 32"
22 8.00 251005 ANGLE, BAFFLE, END, TO, NEXT, TUNNEL WT 32"
23 2.00 128309-003 CHANNEL, BAFFEL, END, TUNNEL WT 32"
24 4.00 128310-003 CLAMP, FABRIC, BAFFEL, END, TUNNEL WT 32"
25 2.00 265601 PLT, SIDE, COVER, INNER, TUNNEL, 2 ZONE, BOTTOM AIR, FLOW, LG 93", H 22'
30 10.00 128323-003 SPACER, SUPPORT, BELT, TUNNEL, 4" GAP, TUNNEL WT 32"
31 8.00 250955 XMBR, CONVEYOR, SUPPORT, 4" GAP, WT = 32 FALCON BELT
32 1.00 265602 ASSY, HOUSING, INNER, TNL, INTAKE, UPR, ZONE, 2, FLOW, AIR,BOT L=93, WT=:Z
34 2.00 803394 ( For Aftermarket orders use Part# 199535-022 ) MTL, CURTAIN RED 1 SQ )\
35 0.50 803426 INSULATION, MONOBLK, 2 X 12X 36, 1 BOX, 24 SQ FEET, 8 SHEETS
36 0.50 803427 INSULATION, ROCBOARD, 2 X 24X 48 1 BOX, 48 SQUARE FEET, 7 SHEETS
37 8.00 141729-017 CRS TBG DOM 1/2 OD X 16 GA WALL, 2.938 LG
38 8.00 141730-002 CRS TBG DOM 3/4 OD X 3/16 WALL, 1.500 LG
41 4.00 251012-003 BAFFLE, BOTTOM, SIDE, BASE,19 1/4
42 4.00 251012-004 BAFFLE, BOTTOM, SIDE, BASE,16 3/8
43 4.00 251015-002 BAFFLE, BOTTOM, CENTER, UPSTREAM, 16 3/8 LG
44 2.00 250958 ANGLE, CLAMP, BED, TUNNEL LG 93"
45 2.00 128316-005 ANGLE, CLAMP, BED, TUNNEL LG 93"
46 2.00 251016-002 BAFFLE, BOTTOM, CENTER, DOWNSTREAM, 19 1/4 LG
48 4.00 251006-001 DEFLECTOR, SIDE, INNER, TUNNEL, 16 3/8 LG
49 4.00 251006-002 DEFLECTOR, SIDE, INNER, TUNNEL, 19 1/4 LG
50 2.00 251008-002 DEFLECTOR, BOTTOM, 19 1/4 LG
51 4.00 251009-001 DEFLECTOR, BOTTOM, MIDDLE, 16 3/8 LG
52 2.00 251010-001 DEFLECTOR, BOTTOM, CENTER, 19 1/4 LG
53 1.00 251017-002 BAFFLE, BOTTOM, CENTER, 19 1/4



Date: 12/1/2020

Arpac BOM

Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000
Model:

Assembly Part Number: 114196-002B

Assembly Drawing Number: 114196L

Description: ASSY, BLOWER, TUNNEL, 2 HP, 230/460V US MOTOR

Quantity: 3.00

Time:

1:14:41PM

Item Qty Arpac Part Description
1 1.00 270401 SHAFT, DRV, BLOWER, TNL, CRS, .749 DIA OPP END
2 1.00 270396 WLDMT, TOWER, BLOWER, TUNNEL
3 1.00 101853 BASE, MOTOR, BLOWER, TUNNEL
4 1.00 101854 WLDMT, GUARD, BELT, BLOWER, TUNNEL,
5 2.00 101855 PLT, NUT, MOTOR, BLOWER, TUNNEL,
6 1.00 801103 BELT, V, 4L SECT, 36 LG
7 1.00 801125 SHEAVE, SINGLE, 1 BORE, 4.70 PD, 4L OR A SECT
8 1.00 801135 SHEAVE, SINGLE, 7/8 BORE, 6.00 PD, 4L OR A SECT
9 2.00 827121 BRG, FLG, 1 ID, 4 BOLT , NORMAL-DUTY W/LOCK COLLAR
10 1.00 803038 BLOWER, WHEEL, TUNNEL, 3/4 BORE
11 1.00 841248 MOTOR, 2HP, 145T FRAME, FOOT MNT, PREM EFF



Date: 12/1/2020

Parent Number:

17647

Arpac BOM

Parent Revision: A

Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number:
Assembly Drawing Number:

121097-333
121097L

Description: ASSY, TRAY, ELEMENT, 8 X 3500W X 230V, S

Quantity: 3.00

Time:

1:14:42PM

Item Qty Arpac Part Description
1 2.00 101976 INSULATOR, TRAY, ELEMENT,
2 2.00 101977 HANDLE, TRAY, ELEMENT
3 1.00 108677 INSULATION, COVER, TRAY, ELEMENT, INTAKE, UPPER
4 1.00 108678 COVER, TRAY, ELEMENT, INTAKE, UPPER,
5 1.00 120885-003 WLDMT, FRAME, TRAY, ELEMENT, EIGHT, TUNNEL, INTAKE, UPPER, WT = 32
6 4.00 108680-001 STRAP, CONNECTOR, ELEMENT, 1.969 LG,
7 4.00 108680-003 STRAP, CONNECTOR, ELEMENT, 3.250 LG,
8 2.00 803878 BUSH, CERAMIC, #20, W/ CLAMP,
9 8.00 804016-015 HEATER, 3500W 240V
10 4.00 141723-003 SS THD ROD 1/4-20, 15.500 LG
11 5.00 141723-004 SS THD ROD 1/4-20, 4.500 LG
12 86.50 900374 SS THD ROD 1/4-20, RH, GRADE B8, 304
13 180.00 903545 CRS SHEET 16GA, 1008
14 520.00 903581 SS SHEET 16GA, 304, 2B FINISH



Date: 12/1/2020

Parent Number:

17647

Time:

Arpac BOM

Parent Revision: A

Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 251074
Assembly Drawing Number: 251074

Description: ASSY, PRODUCT COOLING, 43" W FRAME

Quantity: 1.00

1:14:42PM

Item Qty Arpac Part Description
1 2.00 119680 DEFLECTOR, AIR, VER, UPSTRM, COOLING, 3-WAY
2 2.00 119681 DEFLECTOR, AIR, VER, DNSTRM, COOLING, 3-WAY
3 1.00 114128-012 DEFLECTOR, AIR, HOR, UPSTRM, COOLING, 3-WAY, 43" FRAME WIDTH
4 1.00 114129-012 DEFLECTOR, AIR, HOR, DNSTRM, COOLING, 3-WAY, 43" FRAME WIDTH
5 1.00 251073 WLDMT, BLOWER, COOLING 43" FRAME
6 1.00 803027 GUARD, 7-1/2
7 1.00 803035 BLOWER, WHEEL, RADIAL BLADE 9" DIA
8 1.00 803229 MOTOR, 1/4 HP, 115V, 60HZ, 1PH, 48 FRM, SPLIT PHASE, TEFC



Date: 12/1/2020 Time: 1:14:43PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 112380-013

Assembly Drawing Number: 112380
Description: ASSY, FAN, COOLING, BELT, A = 41
Quantity: 3.00

Item Qty Arpac Part Description
1 4.00 112381 BKT, MTG, FAN, COOLING, BELT
2 2.00 112382-015 BAR, MTG, FAN, COOLING, BELT, 39 1/4 LG
3 1.00 121296 FAN, EXHAUST, 16" DIA BLADE, 20" SQ, MOD
4 1.00 121309 WLDMT, GUARD, FAN, SAFETY, 16" DIA
5 78.75 900528 CRS SQ 3/4, 1018
6 8.00 903563 HRS SHEET 10GA, P&0
7 24.00 903567 HRS SHEET 7GA, CQ, P&0



Date: 12/1/2020 Time: 1:14:43PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 298889

Assembly Drawing Number: 298889

Description: ASSY, CONV, DRIVE, TUNNEL, 3 ZONE, UNI BELT
Quantity: 1.00

Item Qty Arpac Part Description
1 1.00 298888 WLDMT, FRAME, TUNNEL, 43" W, 3 ZONE
2 2.00 101814-121 RLR, IDL, CRS, 2.000, 32.750 LG
3 2.00 101811-277 SHAFT, RLR, HEX, 7/16, TAPPED, 1/4-20, 33.50 LG
5 1.00 113769 SPKT, 50A21G, MOD, 1.875 BORE, GROUND, 4.194 PD
6 1.00 828578 SPKT, 50BS26-1, 1" ID, 1/4" KW, 2 SET SCRW
7 4.00 101814-066 RLR, IDL, CRS, 2.000, 27.750 LG
8 4.00 101811-020 SHAFT, RLR, HEX, 7/16, TAPPED, 1/4-20, 28.500 LG
9 8.00 248983-001 BKT, RLR MTG, BELT RETURN, HIGH
10 1.00 251061 SHAFT, SQ, IDLE, CONV
11 1.00 251086 SHAFT, DRIVE A = 33 5/16
13 1.00 802894 LIMITER, TORQUE, 1 ID, 2-1/8 LG
18 1.00 247884-001 BKT, MTG, FRAME, DNSTRM, RH
19 1.00 247884-002 BKT, MTG, FRAME, DNSTRM, LH
20 3.00 137241-003 XBAR, LWR, 33.500 LG
23 1.00 247885-001 BKT, MTG, FRAME, UPSTRM, RH
24 1.00 247885-002 BKT, MTG, FRAME, UPSTRM, LH
25 10.00 845761 SPROCKET, OWL, Z11, BORE 1. 5" SQ, PITCH DIA 3.85"
26 1.00 265618 PLATE, BED, TUNNEL
27 5.00 800468 CHAIN, RLR, #50
28 1.00 800505 LINK, CONN, #50
32 1.00 846534 GEARBOX, HELICAL, 20.62:1 RATIO, 140TC FACE, M1 MTG. POS, QUILL TYPE, INL
33 4.00 802803 BRG, FLG, 1 ID, 4-BOLT, SKWEZLOC, INSERT, STANDARD-DUTY, SEE COMMENTS
34 1.00 854583 MOTOR, 1-1/2 HP, 208-230/460V, 60HZ, 3PH 145TC FRM, TEFC, NOT INVERTER, F
37 38.00 845760 BELT, HIGH TEMP, UNI OWL 66%, 25.4" WIDE, BLACK PA66GFH, W/SS RODS - OWL
38 1.00 265619 SUPPORT, BELT, TUNNEL, PERFORATED,
39 1.00 845819-001 RETAINER, UNI, SPKT, 1.5" SQ, SET OF 4
40 1.00 213621 WASHER, 3/8 ID, 1.25 0D
41 6.00 276052 RETAINER, PLATFORM, TUNNEL



Date: 12/1/2020

Parent Number:

17647

Parent Revision:

Arpac BOM

A

Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 267444
Assembly Drawing Number: 267444

Description: ASSY, COVERS, TUNNEL, 3 ZONES

Quantity: 1.00

Time:

1:14:44PM

Item Qty Arpac Part Description
1 2.00 252670-001 PLT
2 2.00 252670 PLT, TUNNEL, 40"
3 2.00 252670-003 PLT
4 4.00 252670-005 PLT
5 1.00 252671 COVER
6 1.00 252672-001 COVER, RH
7 1.00 252672-002 COVER, LH
8 1.00 252673-001 COVER, RH
9 1.00 252673-002 COVER, LH
10 1.00 252674-001 COVER, RH
11 1.00 252674-002 COVER, LH
12 1.00 252675 PLT
13 1.00 252676 COVER
14 1.00 252677 PLT



Date: 12/1/2020

Parent Number:

Model:

Assembly Part Number: 357115

Arpac BOM

17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Assembly Drawing Number: 357115
Description: ASSY, GUIDE, FILM, EXIT, LOWER

Time:

1:14:44PM

Quantity: 1.00
Item Qty Arpac Part Description
1 16.00 357109 PLT, FINGER, GUIDE, FILM, EXIT. LWR
2 30.00 357111 SPACER, FINGER, GUIDE, FILM
3 4,00 362277 SHAFT, SUPPORT, GUIDE
4 2.00 326316 SHAFT, MTG, FINGER, GUIDE



Date: 12/1/2020

Parent Number:
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 357114

17647

Arpac BOM

Parent Revision: A

Assembly Drawing Number: 357114
Description: ASSY, GUIDE, FILM, EXIT, UPPER
Quantity: 1.00

Time:

1:14:45PM

Item Qty Arpac Part Description
1 2.00 326316-002 SHAFT, MTG, FINGER, GUIDE
2 4.00 362277-002 SHAFT, SUPPORT, GUIDE
3 1.00 213275 TBG, AIR, FILM
4 28.00 357111 SPACER, FINGER, GUIDE, FILM
5 13.00 357113 PLATE, FINGER, GUIDE, FILM, UPPER
6 2.00 357110 PLT, FINGER, GUIDE, FILM, EXIT, TOP



Date: 12/1/2020 Time: 1:14:45PM

Arpac BOM
Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 128339-007

Assembly Drawing Number: 128339L

Description: ASSY,HSG,INNER,TNL,INTAKE,UPR,1-ZONE,FLOW,BO
Quantity: 1.00

Item Qty Arpac Part Description
1 4.00 101980-018 MEMBER, VER, FRAME, END, TUNNEL, INTAKE, UPPER, H = 22
2 2.00 101981-013 MEMBER, HOR, FRAME, END, TUNNEL, STD, 32" TUNNEL WIDTH
3 1.00 108688 WLDMT, PLT, ACCESS, BLOWER, CONE &, INLT
4 4.00 108702-012 BAFFLE, CORNER, TUNNEL, INTAKE, UPPER, 21.000 LG
5 1.00 120954-003 WLDMT, HOUSING, ELEMENT, AND, BLOWER, 32 INSIDE TUNNEL WIDTH
6 2.00 120956-305 WLDMT, FRAME, END, HOUSING, INNER, TUNEL INTAKE, UPPER, WT = 32, H = 22
7 2.00 120957-005 WLDMT, FRAME, END, HOUSING, BLOWER & ELEMENT, H = 22
8 2.00 199204-003 WLDMT, RUNNER, BASE, 70 LG TUNNEL
9 1.00 121762-203 WLDMT,PLT,TOP,HSG, INNER, TNL, 1 -ZONE,70LG, 32WD
10 1.00 128311-205 WLDMT,PLT,SIDE,HSG, INNER, 1-ZONE,BOT AIR FLOW,TNL,LG 70",H 22"
11 1.00 128312-205 WLDMT,PLT,SIDE,HSG, INNER,1-ZONE,BOT AIR FLOW,W/CUTOUT,L70,H22
12 4.00 199201 POCKET, FOOT, TUNNEL
13 4.00 199202 BLOCK, INSULATION, FOOT, TUNNEL



Date: 12/1/2020

Parent Number:

17647

Time:

Arpac BOM

Parent Revision: A

Description: ASSY, FINAL, MACHINE, BPTW-6000

Model:

Assembly Part Number: 265602

Assembly Drawing Number: 265602
Description: ASSY, HOUSING, INNER, TNL, INTAKE, UPR, ZONE

Quantity: 1.00

1:14:46PM

Item Qty Arpac Part Description
1 4.00 101980-018 MEMBER, VER, FRAME, END, TUNNEL, INTAKE, UPPER, H = 22
2 2.00 101981-013 MEMBER, HOR, FRAME, END, TUNNEL, STD, 32" TUNNEL WIDTH
3 2.00 108688 WLDMT, PLT, ACCESS, BLOWER, CONE &, INLT
4 4.00 108702-001 BAFFLE, CORNER, TUNNEL, INTAKE, UPPER, 13.500 LG
5 2.00 108702-002 BAFFLE, CORNER, TUNNEL, INTAKE, UPPER, 17.750 LG
6 2.00 120954-003 WLDMT, HOUSING, ELEMENT, AND, BLOWER, 32 INSIDE TUNNEL WIDTH
7 4.00 262308 WLDMT, FRAME, END, HOUSING, BLOWER & ELEMENT, H = 22
8 2.00 120956-305 WLDMT, FRAME, END, HOUSING, INNER, TUNEL INTAKE, UPPER, WT = 32, H = 22
9 1.00 108698-203 WLDMT, PLT, TOP, HOUSING, INNER, TUNNEL, ZONE, DUAL, L = 93, WT = 32
10 2.00 199204-006 WLDMT, RUNNER, BASE, 93 LG TUNNEL
11 1.00 189647-205 WLDMT, PLT, SIDE, HOUSING, INNER, ZONE, DUAL, TUNNEL L=93, H=22
12 1.00 189646-205 WLDMT, PLT, SIDE, HOUSING, INNER, ZONE, DUAL, TUNNEL L=93, H=22
13 6.00 199201 POCKET, FOOT, TUNNEL
14 6.00 199202 BLOCK, INSULATION, FOOT, TUNNEL
15 4.00 247340 BAFFLE, PLT, BOT FLOW
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Parent Number: 17647 Parent Revision: A
Description: ASSY, FINAL, MACHINE, BPTW-6000
Model:
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	1.1. Introduction
	1.2. Contact Information
	1.3. Using This Manual
	1.3.1. Graphical Notations
	Hazard Alerts
	Non-Hazard Alerts

	1.3.2. Photo’s & Illustrations

	1.4. Safety
	1.4.1. Statement of Liability
	1. Injury or danger from improper use of the machine.
	2. Problems or hazards resulting from failure to maintain the equipment as specified in this manual.
	3. Equipment which has been tampered with or modified. ARPAC is not liable for any damage or injury arising from failure to follow the instructions and procedures provided within the manuals or associated material, or from user failure to use caution...

	1.4.2. Conventions in this Manual
	1.4.3. Safety Precautions
	Interfacing Equipment
	Dressing for Safety
	Maintaining a Clean Work Area
	Personnel Instructions

	1.4.4. Safety Labels
	Figure 1-1 - Red & Black labels indicate DANGER hazards
	Figure 1-2 - Orange & Black labels indicate WARNING hazards
	Figure 1-3 - Yellow & Black labels indicate a Caution hazardous situation

	1.4.5. Energy Isolating Devices
	Main Disconnect Switch
	Figure 1-4 - Two Main Disconnect Switch Options


	1.4.6. Emergency Stop Buttons
	Figure 1-5 - E-Stop Button

	1.4.7. Chain Guards Guard Doors
	Figure 1-6 - Guard Door & Interlock Switch

	1.4.8. Motor Disconnects (If equipped)
	Figure 1-7 - Motor Disconnect Switch
	Figure 1-8 - Disconnect Location Example

	1.4.9. Lock Out / Tag Out
	Lockout/Tagout Kit
	Figure 1-9 - Typical LOTO Kit


	1.4.10. Electrical LOTO
	1. Notify affected employees that the equipment is going to be locked out.
	2. Safely shut down the equipment.
	3. Complete the information on the tag.
	4. Apply the lock to the main disconnect. (The example illustrates one type of main disconnect switch. Other styles have the same capacity for lock application.)
	Figure 1-10 - Lockout/Tagout at Main Disconnect


	1.4.11. Pneumatic Lockout/Tagout
	1. Notify all affected persons that he equipment is being locked out.
	2. Complete the information on the tag.
	3. Turn the red knob clock-wise to shut off the valve and align the knockouts for the lock and apply lock.
	Figure 1-11 - Lockout/Tagout at Pneumatic Regulator

	4. Verify that there is no air present. The machine is now pneumatically locked out.

	1.4.12. Restoring power and air to the Machine
	1. Ensure all personnel are clear of the machine.
	2. Remove all tools and loose parts that may have been left behind from the maintenance procedure.
	3. Replace all safety guarding that was removed for the maintenance procedure.
	4. Remove locks and tags.
	5. Notify affected employees that the lockout condition has been removed.
	6. Restore power to the machine at the main disconnect.
	7. Clear the machine using the human machine interface (HMI).
	8. Ensure that any E-stops have been properly reset.
	9. The machine is now restored to a run condition.
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	4.1. Introduction
	4.2. Wrapper Main Disconnect Switch
	Figure 4-1 - Main Disconnect Switch

	4.3. Wrapper Controls
	4.3.1. HMI Main Control Panel
	Figure 4-2 - Wrapper Main Control Panel
	1. EMERGENCY STOP Push/Pull Button: Pressing this button will immediately shut down the machine. The button must be pulled out before restarting the machine. This button is also located at various points around the machine.
	2. POWER ON: Pressing this button turns the machine on.
	3. CYCLE START Button: Pressing this button will start the normal production cycling of the machine.
	4. CYCLE STO/RESET Button: Pressing this button stops the machine after it has completed a full cycle. Pressing this button will also clear error messages on the machine’s interface after the problem that caused the message has been resolved.
	5. PRODUCT HALT/RUN Switch: This lighted switch is used to manually halt or start the in-feed conveyor. The HALT position disables the in-feed conveyor from running. The RUN position enables the in-feed conveyor to run in the normal cycle mode.
	6. JOG Button: Pressing and holding this button will jog the machine’s conveyors without advancing any film. The machine will stop when the button is released. This button can only be used when the machine is not in cycle.
	7. Operator Interface: This touch screen panel is used to change various settings of the machine. It also displays error messages when the machine experiences a fault or jam. Its use is covered more thoroughly later in this chapter.

	4.3.2. Auxiliary Control Panel 1 & 2
	1. FILM FEED ONE CYCLE Button: Pressing this button will make the machine cycle once.
	2. FILM FEED JOG Button: Pressing and holding this button will jog the machine’s film feed without advancing product through the machine. The machine will stop when the button is released. This button can only be used when the machine is not in cycle.
	3. CYCLE STOP/RESET Button: Pressing this button stops the machine after it has completed a full cycle. Pressing this button will also clear error messages on the machine’s interface after the problem that caused the message has been resolved.
	Figure 4-3 - Auxiliary Control Panel 1


	4.3.3. Auxiliary Control Panel 3
	1. EMERGENCY STOP Push/PULL Button: Pressing this button will immediately shut down the machine. The button must be pulled out before restarting the machine. This button is also located at various points around the machine.
	2. CYCLE STOP/RESET Button: Pressing this button stops the machine after it has completed a full cycle. Pressing this button will also clear error messages on the machine’s interface after the problem that caused the message has been resolved.
	3. CYCLE START Button: Pressing this button will start the normal production cycling of the machine.
	4. PRODUCT HALT/RUN Switch: This lighted switch is used to manually halt or start the infeed conveyor. The HALT position disables the infeed conveyor from running. The RUN position enables the infeed conveyor to run in the normal cycle mode.
	5. JOG Button: Pressing and holding this button will jog the machine’s conveyors without advancing any film. The machine will stop when the button is released. This button can only be used when the machine is not in cycle.
	Figure 4-4 - Auxiliary Control Panel 3


	4.3.4. Splice Bar Control Panel
	1. FILM ROLL Switch: This switch selects which film roll is currently feeding the machine. “1” is the outside roll; “2” is the inside roll; And None is neither roll.
	2. SPLICING BAR Push/Pull Button: The splicing bar push button allows the operator to splice a new roll of film to the existing film in the machine. The button remains lit while the seal is made and goes out automatically when the seal is complete. S...
	Figure 4-5 - Auxiliary Control Panel 4


	4.3.5. Shrink Tunnel Fan Controls
	4.3.6. Stack Light Description
	Figure 4-6 - Light Stack


	4.4. Machine Setup
	1. Make sure the machine is connected to its power source.
	2. Make sure machine is loaded with film.
	3. Make sure that proper recipe for product has been selected.
	4. Turn on the main disconnect switch.
	5. Pull out all EMERGENCY STOP buttons.
	6. Press the POWER ON button.
	7. Turn the PRODUCT HALT/RUN switch to RUN.
	8. Turn the COOLING FAN switches on the shrink tunnel control panel ON.
	9. Set the REGISTRATION MODE through the HMI (see section 4.6.4):
	10. Wait for the shrink tunnel to heat up - it will take 10-20 minutes. When the tunnel within operating range of the set temperature, the ALARM 1 indicator in the temperature controllers will turn off (for more on information on temperature control ...
	11. Press the CYCLE STOP/RESET button.
	12. Press the CYCLE START button.
	4.4.1. Recovering from an Emergency Stop
	1. Remove all product from machine.
	2. Remove or resolve the cause of the emergency stop action.
	3. Pull all the EMERGENCY STOP buttons up.
	4. Press the CYCLE STOP/RESET button.
	5. Press the POWER ON button on both the wrapper and the tunnel.
	6. Press the CYCLE START button.

	4.4.2. Setting Up the Temperature Controllers
	Figure 4-7 - Temperature Controller


	4.5. Operator Interface Introduction
	4.5.1. General Procedures
	4.5.2. Data Entry
	Figure 4-8 - Numeric Keypad
	Figure 4-9 - Alpha-Numeric Keypad


	4.6. Using the Operator Interface
	4.6.1. Security Levels
	1. Basic: This level is available to all users and is active when the machine is first turned on. This level does not allow anyone to change anything. But it does allow the operator to view basic machine messages.
	2. Operator: This level is available to trained operators of the machine. It allows the operator to load different recipes for different products into the machine and to change setpoints in the machine’s operation. The operator must login to the ma...
	3. Maintenance: This level is available to trained maintenance technicians. It allows access to all functions of the machine. The technician must login to the machine and enter a password to gain access to this level.
	4. Setup: This level is only available to OEM trained technicians. It is used during initial machine setup. The technician must login to the machine and enter a password to gain access to this level.

	4.6.2. Logging Into Machine
	1. Turn the machine on. A boot up screen will appear for a moment and then the Overview menu shown below will appear. If the machine was already on but the screen is blank, touch it to activate it.
	Figure 4-10 - Overview Menu

	2. Press the LEVEL button next to the date and time at the top of the Overview Menu. The login menu shown below will pop-up.
	Figure 4-11 - Login In Pop-Up

	3. Enter the four digit code and press ENT.
	4. You are now logged in.

	4.6.3. Operator Interface Menu Group Descriptions
	Figure 4-12 - Overview Menu Call Outs

	4.6.4. Overview Menu Group
	Main Screen Menu
	Machine Controls Menu
	Figure 4-13 - Machine Controls Menu
	4.6.5. Recipes Menu Group
	Figure 4-14 - Recipe Load & Copy Menu 1


	Loading a Recipe
	1. Press LOAD FROM to open the numeric keypad. Enter the recipe number you wish to use. Press CANCEL to clear any entry.
	2. A warning pop-up will appear letting you know you are about to overwrite the current recipe settings.
	3. Click YES to load the recipe of NO to abort the operation.

	Copying a Recipe
	1. Press COPY FROM to open the numeric keypad and enter the recipe number from which you wish to copy setpoints.
	2. Press COPY TO to enter recipe number that you wish to copy the setpoints to for use. Press CANCEL to abort the operation without copying any data.
	3. Press COPY to copy the recipe.
	4. A warning pop-up will appear letting you know you are about to overwrite the contents.
	5. Press YES to copy the recipe data or NO to abort the operation.
	4.6.6. Setpoint Menu Group
	Figure 4-15 - Setpoint Modify Menu 1
	1. Machine Rate: This sets the production rate of the machine in bundles per minute.
	2. Delay to Start Film Feed: This sets the time delay between when the product is detected by the product detection beam on the accumulation conveyor and when the film feed starts feeding film. This is used to set the position of the leading edge of ...
	3. Delay to Start Flight Bar: This sets the distance delay between when the product is detected by the product detection beam on the accumulation conveyor and when the film flight bar starts to rise engaging the film after the bundle has moved comple...
	4. Reserved: These are preset programmed options that activate when additional equipment is added.
	5. Product Length: This sets the length of the product.
	Figure 4-16 - Setpoint Modify Menu 2

	6. Product Interval: This sets the distance between the leading edge of one product on the acceleration conveyor and the leading edge of the following product.
	7. Reserved: These are preset programmed options that activate when additional equipment is added.
	8. Film Length: This sets the amount of film that will be fed out for each bundle. The length should equal the sum of the sides, top, bottom, and film overlap on the bottom of the bundle. This setting only applies to clear film or film without regist...
	9. Film Feed Low Speed Distance: This sets the length of film that will be fed out before the high speed portion of the wrap cycle starts up.
	10. Film Feed Low Speed: This sets the film feeds low speed relative to the speed of the overwrap conveyor.
	Figure 4-17 - Setpoint Modify Menu 3

	11. Film Feed High Speed: This sets the film feeds high speed relative to the speed of the overwrap conveyor. The speed is a percentage of the speed of the overwrap conveyor.
	12. Film Stopping Position: This sets how far the film that remains in the film feeder will advance past the knife after a cut has been made. This should be set so that the leading edge of the new film has emerged from the feeder and is protruding ab...
	13. Flight Bar Height Position: This give the height at which the flight bar should adjusted.
	14. Flight Bar Low Speed Distance: This sets how far the flight bar will advance before the high speed portion of the wrap cycle starts up. This distance is typically half the length of the bundle plus the distance of the film overlap on the bottom o...
	15. Flight Bar Low Speed: This sets the speed of the flight bar as it travels through the low speed portion of the wrap cycle. The speed is a percentage of the speed of the overwrap conveyor.
	Figure 4-18 - Setpoint Modify Menu 4

	16. Flight Bar High Speed: This sets the speed of the flight bar as it travels through the high speed portion of the wrap cycle. The speed is a percentage of the speed of the overwrap conveyor.
	17. Infeed Conveyor Speed Adjustment: This sets the speed of the infeed conveyor relative to the acceleration conveyor to control product spacing.
	18. Acceleration Conveyor Speed Adjustment: This sets the speed of the acceleration conveyor relative to the overwrap conveyor to control product stability.
	19. Tunnel Belt Speed Adjustment: This sets the speed of the tunnel relative to the transitional conveyor speed. It should always be set to around 85%. Although the tunnel speed is set lower than the overwrap conveyor, the product will not back up be...
	20. Transition Conveyor Speed Adjustment: This sets the speed of the transition conveyor relative to the speed of the tunnel conveyor to control spacing between products.
	Figure 4-19 - Setpoint Modify Menu 5

	21. Knife Speed Adjustment: This sets the speed of the knife relative to its base speed. Adjusting this speed helps eliminate bunching of the film behind the knife (if to slow) or tearing of the film (if to fast). This is an inverse adjustment - a hi...
	22. Cooling Conveyor Speed Adjustment: This sets the speed of the cooling conveyor relative to the tray turner. This allows for increased spacing within product as needed.
	23. Tray Turner Left Speed Adjustment: This sets the speed of the tray turner to allow for proper conveyance of different size products.
	24. Tray Turner Left Right Adjustment: This sets the speed of the tray turner to allow for proper conveyance of different size products.
	25. Print Conveyor Speed Adjustment: This sets the speed of the print conveyor to accommodate various printer speeds.
	Figure 4-20 - Setpoint Modify Menu 6

	26. Wrapper OFF Mode Speed: This sets the speed of all conveyors when the machine is in bypass mode.
	27. Product Length Variance Allowed: This sets the amount of time product is detected by the product detect skewed photo-eye to accommodate different size products.
	28. Registration Minimum Position: Sets the amount of film that is ignored by the film registration photo-eye before it begins looking for the next cut point.
	29. Spare: Not Used
	30. Spare: Not Used
	31. Disabled: Not required
	32. Disabled: Not required
	33. Disabled: Not required
	34. Disabled: Not required
	35. Disabled: Not required
	36. Disabled: Not required
	37. Disabled: Not required
	38. Disabled: Not required
	39. Disabled: Not required
	40. Disabled: Not required

	4.6.7. Maintenance Menu Group

	Main Screen
	Figure 4-21 - Maintenance Main Menu

	Alarm Status
	Figure 4-22 - Alarm Status Menu

	Alarm History
	Figure 4-23 - Alarm History Menu

	Timers & Counters
	Figure 4-24 - Timers & Counters Menu

	Setpoint Modify (Maintenance Level)
	Figure 4-25 - Setpoint Modify Menu 9
	41. Spare: Not used.
	42. Flight Bar Home Offset: This sets the flight bar’s starting position.
	43. Film Cycles After Low Film Alarm Roll #1: This sets the number of times the machine will cycle after detecting low film on roll #1.
	44. Film Cycles After Low Film Alarm Roll #2: This sets the number of times the machine will cycle after detecting low film on roll #2.
	45. Splicing Dwell Time: This set s the duration that the splice bar carries a current.
	Figure 4-26 - Setpoint Modify Menu 10

	46. Knife Home Offset: This is the defined position of the knife after homing it.
	47. Spare: Not used.
	48. Conveyor Jog Speed: This sets the speed at which the conveyor jogs when manually engaged.
	49. Spare: Not used.
	50. Film Feed Jog Speed: This sets the speed at which the film feed jogs when manually engaged.
	Figure 4-27 - Setpoint Modify Menu 11

	51. Tunnel Maximum Backup Delay: Used to detect a jam after the tunnel.
	52. Disabled: Not required.
	53. Spare: Not used.
	54. Spare: Not used.
	55. Spare: Not used.
	Figure 4-28 - Setpoint Modify Menu 12

	56. Spare: Not used.
	57. Spare: Not used.
	58. Spare: Not used.
	59. Spare: Not used.

	PLC Chassis
	Figure 4-29 - PLC Chassis Main Menu
	Figure 4-30 - PLC Chassis Menu 1
	Figure 4-31 - PLC Chassis Menu 2
	Figure 4-32 - PLC Chassis Menu 3
	4.6.8. Production Data Menu Group

	Production Data Menu
	Figure 4-33 - Production Data Menu Screen

	Production Data Settings
	Figure 4-34 - Production Data Settings Menu Screen


	4.7. Film
	4.7.1. Loading Film Roll
	1. Press EMERGENCY STOP button on machine to disable machine.
	2. Turn FILM ROLL switch to OFF (Figure 4-36).
	Figure 4-35 - Film Rack Switch

	3. Insert air nozzle into film shaft to release air from shaft. Don’t press the nozzle’s lever to add air – just press the nozzle tip against the shaft valve to release the air in the shaft. This air pressure in the shaft activates a clamp that...
	Figure 4-36 - Releasing Shaft Air Pressure

	4. Remove the empty film roll and air film shaft from the film rack.
	5. Insert shaft into new film roll. Make sure that shaft is oriented so that its slotted end is on the side shown and the film unrolls in the direction shown. As the diagram shows, the direction in which the film unrolls depends on whether the print ...
	Figure 4-37 - Film Orientation

	6. Check that the film roll is centered on the film roll air shaft by measuring the distance from the film roll core to the edge of the film shaft. This distance should be the same on each end. Adjust as required.
	Figure 4-38 - Centering film Roll

	7. Turn the air motor shaft (1) so that it is in vertical position.
	Figure 4-39 - Air Motor Shaft Positioning

	8. Place new film roll and shaft on empty portion of rack as shown below. Make sure the slotted end of the shaft mates with the air motor shaft as shown in preceding Figure 8. The roll can go into either front or rear positions – whichever is empty.
	Figure 4-40 - Loading Roll

	9. Insert air nozzle into shaft and inflate shaft so that shaft clamps lock onto roll.
	Figure 4-41 - Inflating Shaft


	4.7.2. Splicing Film
	1. Turn FILM ROLL switch (1) to OFF.
	Figure 4-42 - Film Rack Switch

	2. Make sure that spare roll position has a roll loaded into it. If not, load a roll according to Section 4.7.3 Loading Film Roll.
	3. Squarely cut the old film away from the old roll at the old roll.
	4. Move the weight rods on the splice bar to the up position.
	Figure 4-43 - Weight Rods

	5. Thread the leading edge of the new film roll under the weight rods and through the splice bar seal area.
	Figure 4-44 - Feeding New Film

	6. Lower the weight rod on the same side as the new film roll.
	Figure 4-45 - Lowering Weight Rod

	7. Feed the trailing edge of the old film roll under the weight bar and through the splice seal area.
	Figure 4-46 - Feeding Old Film Roll

	8. Lower the weight bar on the same side as the old film roll.
	9. The splice bar requires a two-handed control to operate. Push both splice bar buttons on the film rack at the same time to engage the splice bar and initiate the splicing process.
	Figure 4-47 - Splicing Film

	10. After the seal bar has raised and the splice bar lights are off, remove scrap film.
	11. Manually roll any slack film back onto roll.
	12. Set the FILM ROLL selector switch to position 1 or 2 - depending on the film roll that will be supplying the machine with film.
	Figure 4-48 - Select New Roll

	13. Restart production.
	14. Add new roll to spare position on film rack.

	4.7.3. Film Threading
	1. Place the main power disconnect switch to the OFF position.
	2. Manually remove any film currently in the system.
	3. Load the film roll required for the new job onto the film rack according to Film Loading Section 4.7.1 of this chapter.
	4. Open and latch the acceleration conveyor to expose the film feed system.
	Figure 4-49 - Film Feed System

	5. Thread the film past the first roller and the 45° bar.
	Figure 4-50 - First Roller & 45° Bar

	6. Thread the film through the rollers as shown below.
	Figure 4-51 - Film Threading Diagram

	7. Feed the film into the first set of film feed rollers by rotating the film feed hand wheel COUNTERCLOCKWISE.
	Figure 4-52 - Film Feed Hand Wheel

	8. Carefully feed the leading edge of the film across the knife mechanism and between the second set of film feed rollers.
	9. Use the HMI to set the film registration mode depending on the type of film used (clear, one registration mark, or two registration marks).
	10. If loading registered film, adjust the position of the film registration photo eye so that it is aligned to correctly to see the film registration mark.
	Figure 4-53 - Registration Photo Eye Adjustment

	11. Close the acceleration conveyor to cover the film feed assembly.
	12. Close the dancer bar doors.
	13. Place the MAIN POWER DISCONNECT to the ON position.
	14. Press the POWER ON push button.
	15. Press the FILM FEED ONE CYCLE push button to feed one length of film.
	16. Press the FILM FEED JOG push button until the film feeds flat and unwrinkled from the gap preceding the overwrap conveyor.
	17. Press the FILM FEED ONE CYCLE push button to feed one length of the film. Observe the film length for quality and print registration.
	18. When the film is feeding satisfactorily, perform the quick start up procedure.

	4.7.4. Setpoint Values For Each Recipe
	Figure 4-54 - Setpoint Values for Recipes (Continued)

	4.7.5. Setpoint Values for Maintenance Level Recipes
	Figure 4-55 - Setpoint Values for Recipes Maintenance Level



	BPTW_Chapter_5_Maintenance_UPDATED.pdf
	5.1. Chapter Overview
	5.2. Preventative Maintenance Schedule
	When To Do It:
	What To Do:
	Daily
	Weekly
	Monthly
	Every 6 Months*
	Table 5-1 - Preventative Maintenance Schedule
	Table 5-2 - Lubrication Point Layout

	5.2.1. Daily Maintenance
	5.2.2. Weekly Maintenance
	5.2.3. Monthly Maintenance

	5.3. Preventative Maintenance Procedures
	5.3.1. Daily Maintenance Procedures
	Walk Around Safety Inspection
	Clean External Surfaces
	Check Emergency Stop Button
	1. With the machine cycling, press the EMERGENCY STOP button.
	2. The machine should stop immediately.
	3. Pull button back up and press CYCLE STOP/RESET button to reset.

	Draining Air Filter Bowl
	1. Make sure that air is connected to machine and machine is turned on but not running.
	2. Turn drain plug 1/4 turn and let water drain out.
	3. Turn drain plug back 1/4 turn to stop air flow.
	4. Wipe up expelled water.
	Figure 5-1 - Pneumatic Controls

	Inspecting Shrink Tunnel
	1. Turn off machine’s main disconnect switch and let shrink tunnel cool to room temperature.
	2. Inspect inside of shrink tunnel as shown below. Remove any foreign objects or melted film.
	3. Turn main disconnect switch back on.

	Inspecting Film Feed Drive Rollers
	1. Turn off machine’s main disconnect switch.
	2. Lift acceleration conveyor up and latch into place with hooks.
	3. Inspect drive rollers. Remove any dirt, objects or melted film.
	4. Lower conveyor.
	5. Turn main disconnect switch back on.

	Inspecting Conveyor Belts
	1. Turn off machine’s main disconnect switch.
	2. Inspect conveyor belts. Remove any dirt, objects or melted film.
	3. Turn main disconnect switch back on.

	Cleaning Photo Eyes
	1. Turn off machine’s main disconnect switch.
	2. Spray a small amount of window cleaning solution to the face of each photo- eye (See Illustrated Parts List chapter for a map of photo-eyes) and dry photo- eye with a soft cloth.
	3. Turn main disconnect switch back on.

	Greasing Zerk Fittings
	1. Apply one pump of grease to each fitting on grease manifolds. Read label next to manifold for special instructions
	2. Wipe up excess grease.

	Lubricating Drive Chains
	1. Turn off machine’s main disconnect switch.
	2. Lightly but thoroughly apply oil to all drive chains with brush.
	3. Wipe up excess or spilled oil.
	4. Reattach cover and turn main disconnect switch back on.

	Lubricating Overwrap Chain
	1. Turn off machine’s main disconnect switch.
	2. Lightly but thoroughly apply oil to chains (1 in Figure 4) with brush.
	3. Wipe up excess or spilled oil.
	4. Reattach cover and turn main disconnect switch back on.

	Inspecting Tunnel Curtains
	1. Turn main disconnect switch off.
	2. Check tunnel curtains (1 in Figure 3) for any damage or tearing. Replace as required.
	3. Turn main disconnect switch back on.

	Replacing Air Filter Element
	5.3.2. Replacing Air Filter Element
	1. Turn off main shutoff valve by turning it counterclockwise.
	2. Press down on tab.
	Figure 5-2 - Tab
	3. Still pressing on tab, turn bowl so that tab aligns with mark.

	Figure 5-3 - Turning Bowl
	4. Pull bowl off of filter body.

	Figure 5-4 - Removing Bowl
	5. Unscrew baffle and pull filter element off of filter body.

	Figure 5-5 - Removing Filter Element
	6. Reverse step to reassemble.



	Inspecting Heater Coils
	1. Turn off machine’s main disconnect switch.
	2. Unscrew nut and remove bracket.
	3. Unscrew electrical nuts.
	4. Slide element assembly out.
	5. Inspect the heater element tray. Inspect for damaged or broken coils, insulators and connecting straps. Be sure that the heater coils do not touch any other part of the heater element tray.
	6. Examine the wiring to ensure that no wires are loose or damaged. Damaged parts of the heater element tray must be replaced to maximize shrink tunnel efficiency.
	7. Reverse steps to reassemble.


	5.4. Corrective Maintenance
	5.4.1. Film Rack Assembly
	5.4.2. Air Cylinders
	5.4.3. Roller Chain
	5.4.4. Drive and Blower Motors
	5.4.5. Knife Blades
	Notched Knife Blades
	Grinding Knife Blades
	Replacing Knife Blades
	1. Disconnect and perform the lockout/tagout procedure. Follow company guidelines.
	2. Lift and secure or latch the cover to expose the film feed assembly.
	3. Using a 1/8” hex key, remove the old knives
	4. Install new blade portions with their back edge against the stop. Secure bladed portions with hex nuts.
	5. Replace the cover to its home position; remove lockout and supply electrical power to machine.
	6. With guard doors closed, use film feed one cycle push button to rotate the knife shaft once to ensure proper clearance.
	7. Check blades for any burrs; replace glades as needed.
	5.4.6. Pinch Roller Adjustment
	1. Disconnect and perform the lockout/tagout procedure. Follow company guidelines.
	2. Lift and latch that acceleration conveyor.
	3. Turn the set screw clockwise until the compression spring is fully compressed.
	4. Turn the set screw counterclockwise one half turn.
	5. Repeat the adjustment on the opposite side of the pinch roller.
	6. Lower the acceleration conveyor.
	7. Start the machine and check the tension. Repeat procedure if required.

	5.4.7. Tunnel Belt
	5.4.8. Tunnel Blower


	5.5. Overview
	Figure 5-6 - Tunnel Blower Location (Example)

	5.6. Corrective Maintenance Procedures
	5.6.1. Tunnel Blower Bearing Replacement
	Parts Required
	Procedure
	1. Disconnect and lockout electrical power to the tunnel. Be sure to follow all of your company’s required safety procedures.
	2. Allow the shrink tunnel components to cool down to room temperature. This can take 30 minutes or more.
	3. Using a 7/16” wrench, remove the four bolts securing the v-belt guard to the tower weldment and remove the guard.
	4. Using a 1/2” wrench, remove the four bolts securing the motor-mounting bracket to the tower weldment and remove the bracket, the v-belt and the motor.
	5. Using a 5/32” hex key, loosen the setscrews securing the blower impeller shaft pulley and remove the pulley and key stock from the impeller shaft.
	6. Using 5/16” and 3/8” wrenches, remove the central lubrication lines from the bearing grease fittings.
	7. Using a T25 torx wrench, loosen the bolts in the Skwezloc fittings on each of the 4-hole flanged bearings and loosen the fitting from the impeller shaft.
	8. If the impeller shaft does not freely move up and down after loosening the Skwezloc fittings, us the hammer and the brass rod (as a punch) and tap with moderate force on the top of the shaft until it drops all the way down.
	9. Using a 9/16” wrench, remove the four nuts securing the tower weldment to the tunnel.
	10. Using a 9/16” wrench, loosen (but not remove) the four bolts securing each of the 4-hole flange bearing to the tower welment and then lift the tower weldment and slide the weldment with the bearings off the impeller shaft.
	11. Remove the four bolts securing the 4-hole flange bearings to the tower weldment and discard the worn bearings.
	12. Inspect and clean the impeller shaft. Be especially aware of areas where the pulley setscrew and bearings contact the shaft. If the impeller shaft is severely scored or damaged, it should be replaced. See “Tunnel Blower Impeller and Shaft Repla...
	13. Loosely install new 4-hole flange bearings to the tower weldment.
	14. Reinstall the tower weldment with bearings by sliding the bearings onto the impeller shaft and fitting the weldment over the studs on top of the tunnel. Be sure to install the Skwezloc fittings on the impeller shaft between the bearings.
	15. Reinstall and tighten the tower weldment nuts to the tunnel studs.
	16. Tighten the bearings to the tower weldment. Make sure the impeller shaft moves freely up and down through the bearings. There should be 3/4” to 1” of play.
	17. Slide the impeller shaft up and down through the bearings and mark the highest and lowest points of travel on the shaft.
	18. Position the impeller shaft so it is centered between the marks and tighten the bolt on each of the two Skwezloc fittings.
	19. Reinstall the lubrication fittings.
	20. Loosely reinstall the motor mounting bracket with motor.
	21. Reinstall the pulley with the key stock on the impeller shaft, making sure it lines up with the motor pulley, and tighten the setscrews.
	22. Reinstall the v-belt. When installing the v-belt, place a moderate amount of tension on the belt while tightening the motor mounting brackets to the tower weldment.
	23. Reinstall the v-belt guard and tighten the bolts.
	5.6.2. Tunnel Blower Impeller Fan and Shaft Replacement

	Parts Required
	Procedure
	1. Disconnect and lockout electrical power to the tunnel. Be sure to follow all of your company’s required safety procedures.
	2. Allow the shrink tunnel components to cool down to room temperature. This can take 30 minutes or more.
	3. Open the electrical cabinet doors to access interior panel and heater element.
	4. Using a 1/8” hex key remove the bolt (1) that secures the associated heater element cover in place.
	5. Using a 1/2 wrench, remove the nut that securing the associated heater element retaining bracket in place.
	6. Using a 7/16 wrench, disconnect the machine wires (A,B,C) and the ground wire (D).
	7. Slide the heater element tray out of the machine.
	8. Inside the tunnel, remove the sheet metal plate located directly below the impeller shaft.
	9. Exit the tunnel and place cushioning material on the tunnel belt immediately below the impeller to protect the belt when the impeller shaft is dropped onto it.
	10. Using a 7/16” wrench, remove the four bolts securing the v-belt guard to the tower weldment and remove the guard.
	11. Using a 1/2” wrench, remove the four bolts securing the motor mounting bracket to the tower weldment and remove the bracket, the v-belt and the motor.
	12. Using a 5/32” hex key, loosen the setscrews securing the plower impeller shaft pulley and remove the pulley and key stock from the impeller shaft.
	13. Using 5/16 and 3/8” wrenches, remove the central lubrication lines from the bearing grease fittings.
	14. Using a T25 torx wrench, loosen the bolts in the Skwezloc fittings on each of the 4-hole flanged bearings and loosen the fitting from the impeller shaft.
	15. If the impeller shaft does not freely move up and down after loosening the Skwezloc fittings, use the hammer and brass rod (as a punch) and tap with moderate force until the shaft drops all the way down onto the cushioning on the tunnel belt.
	16. Carefully remove the impeller shaft from the tunnel.
	17. Inspect the impeller shaft and bearings for wear and diagnose the cause of the shaft damage.
	18. Install the new impeller and shaft up through the tunnel and through the 4-hole flange bearings and Skwezloc fittings.
	19. Slide the impeller shaft up until it stops and temporarily tighten one of the Skwexloc fitting bolts to prevent the impeller and shaft from dropping down into the tunnel again. Inside the tunnel, reinstall the sheet metal previously removed below...
	20. Reinstall the heater element tray.
	21. Loosen the bolt on the Skwezloc fitting and allow the impeller shaft to drop down onto the sheet metal inside tunnel.
	22. Slide the impeller shaft up and down through the bearings, marking the highest and lowest points of travel on the shaft.
	23. Position the impeller shaft so it is centered between the marks and tighten the bolt in each of the Skwezloc fittings.
	24. Reinstall the lubrications lines to the fittings.
	25. Loosely reinstall the motor mounting bracket and motor.
	26. Reinstall the pulley with the key stock on the impeller shaft, making sure it lines up with the motor pulleys, and tighten the setscrews.
	27. Reinstall the v-belt. when installing the v-belt, place a moderate amount of tension on the belt while tightening the motor mounting brackets to the tower weldment.
	28. Reinstall the v-belt guard and tighten the bolts.
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	Figure 2-27 - Turbo Cooling Section

	2.5.4. Tunnel Belt Cooling Fans
	Figure 2-28 - Tunnel Belt Cooling Fan


	2.6. Pneumatic Supply & Control System
	2.7. Temperature Controllers
	Figure 2-29 Temperature Controller


	BPTW_Chapter_1_Introduction_UPDATED.pdf
	1.1. Introduction
	1.2. Contact Information
	1.3. Using This Manual
	1.3.1. Graphical Notations
	Hazard Alerts
	Non-Hazard Alerts

	1.3.2. Photo’s & Illustrations

	1.4. Safety
	1.4.1. Statement of Liability
	1. Injury or danger from improper use of the machine.
	2. Problems or hazards resulting from failure to maintain the equipment as specified in this manual.
	3. Equipment which has been tampered with or modified. ARPAC is not liable for any damage or injury arising from failure to follow the instructions and procedures provided within the manuals or associated material, or from user failure to use caution...

	1.4.2. Conventions in this Manual
	1.4.3. Safety Precautions
	Interfacing Equipment
	Dressing for Safety
	Maintaining a Clean Work Area
	Personnel Instructions

	1.4.4. Safety Labels
	Figure 1-1 - Red & Black labels indicate DANGER hazards
	Figure 1-2 - Orange & Black labels indicate WARNING hazards
	Figure 1-3 - Yellow & Black labels indicate a Caution hazardous situation

	1.4.5. Energy Isolating Devices
	Main Disconnect Switch
	Figure 1-4 - Two Main Disconnect Switch Options


	1.4.6. Emergency Stop Buttons
	Figure 1-5 - E-Stop Button

	1.4.7. Chain Guards Guard Doors
	Figure 1-6 - Guard Door & Interlock Switch

	1.4.8. Motor Disconnects (If equipped)
	Figure 1-7 - Motor Disconnect Switch
	Figure 1-8 - Disconnect Location Example

	1.4.9. Lock Out / Tag Out
	Lockout/Tagout Kit
	Figure 1-9 - Typical LOTO Kit


	1.4.10. Electrical LOTO
	1. Notify affected employees that the equipment is going to be locked out.
	2. Safely shut down the equipment.
	3. Complete the information on the tag.
	4. Apply the lock to the main disconnect. (The example illustrates one type of main disconnect switch. Other styles have the same capacity for lock application.)
	Figure 1-10 - Lockout/Tagout at Main Disconnect


	1.4.11. Pneumatic Lockout/Tagout
	1. Notify all affected persons that he equipment is being locked out.
	2. Complete the information on the tag.
	3. Turn the red knob clock-wise to shut off the valve and align the knockouts for the lock and apply lock.
	Figure 1-11 - Lockout/Tagout at Pneumatic Regulator

	4. Verify that there is no air present. The machine is now pneumatically locked out.

	1.4.12. Restoring power and air to the Machine
	1. Ensure all personnel are clear of the machine.
	2. Remove all tools and loose parts that may have been left behind from the maintenance procedure.
	3. Replace all safety guarding that was removed for the maintenance procedure.
	4. Remove locks and tags.
	5. Notify affected employees that the lockout condition has been removed.
	6. Restore power to the machine at the main disconnect.
	7. Clear the machine using the human machine interface (HMI).
	8. Ensure that any E-stops have been properly reset.
	9. The machine is now restored to a run condition.



	BPTW_Chapter_5_Maintenance_UPDATED.pdf
	5.1. Chapter Overview
	5.2. Preventative Maintenance Schedule
	When To Do It:
	What To Do:
	Daily
	Weekly
	Monthly
	Every 6 Months*
	Table 5-1 - Preventative Maintenance Schedule


	5.3. Lubrication
	5.3.1. Chain Lubrication & Care
	Recommended Lubricants

	5.3.2. Bearing Lubrication & Care
	Food Grade
	Non-Food Grade

	5.3.3. Daily Maintenance
	5.3.4. Weekly Maintenance
	5.3.5. Monthly Maintenance
	5.3.6. Every 6 Months

	5.4. Preventative Maintenance Procedures
	5.4.1. Daily Maintenance Procedures
	Walk Around Safety Inspection
	Clean External Surfaces
	Check Emergency Stop Button
	1. With the machine cycling, press the EMERGENCY STOP button.
	2. The machine should stop immediately.
	3. Pull button back up and press CYCLE STOP/RESET button to reset.

	Draining Air Filter Bowl
	1. Make sure that air is connected to machine and machine is turned on but not running.
	2. Turn drain plug 1/4 turn and let water drain out.
	3. Turn drain plug back 1/4 turn to stop air flow.
	4. Wipe up expelled water.
	Figure 5-1 - Pneumatic Controls

	Inspecting Shrink Tunnel
	1. Turn off machine’s main disconnect switch. Let shrink tunnel cool to room temperature.
	2. Inspect inside of shrink tunnel as shown below. Remove any foreign objects or melted film.
	3. Turn main disconnect switch back on.


	5.4.2. Weekly Maintenance
	Inspecting Film Feed Drive Rollers
	1. Turn off machine’s main disconnect switch and apply LOTO.
	2. Lift acceleration conveyor up and latch into place with hooks.
	3. Inspect drive rollers. Remove any dirt, objects or melted film.
	4. Lower conveyor.
	5. Turn main disconnect switch back on.

	Cleaning Photo Eyes
	1. Turn off machine’s main disconnect switch and apply LOTO.
	2. Spray a small amount of window cleaning solution to the face of each photo- eye (See Illustrated Parts List chapter for a map of photo-eyes) and dry photo- eye with a soft cloth.
	3. Turn main disconnect switch back on.


	5.4.3. Monthly Maintenance
	Inspecting Conveyor Belts
	1. Turn off machine’s main disconnect switch and apply LOTO.
	2. Inspect conveyor belts. Remove any dirt, objects or melted film.
	3. Turn main disconnect switch back on.

	Greasing Zerk Fittings
	1. Turn off machine’s main disconnect switch and apply LOTO.
	2. Apply one pump of grease to each fitting on grease manifolds. Read label next to manifold for special instructions
	3. Wipe up excess grease.

	Lubricating Overwrap Chain
	1. Turn off machine’s main disconnect switch and apply LOTO.
	2. Lightly but thoroughly apply oil to chains (1 in Figure 4) with brush.
	3. Wipe up excess or spilled oil.
	4. Reattach cover and turn main disconnect switch back on.

	Inspecting Tunnel Curtains
	1. Turn main disconnect switch off and apply LOTO.
	2. Check tunnel curtains for any damage or tearing. Replace as required.
	3. Turn main disconnect switch back on.
	Figure 5-2 - Lubrication Points


	5.4.4. Every 6 Months
	Replace Air Filter Element
	1. Turn off main shutoff valve by turning it counterclockwise.
	2. Press down on tab.
	Figure 5-3 - Tab
	3. Still pressing on tab, turn bowl so that tab aligns with mark.

	Figure 5-4 - Turning Bowl
	4. Pull bowl off of filter body.

	Figure 5-5 - Removing Bowl
	5. Unscrew baffle and pull filter element off of filter body.

	Figure 5-6 - Removing Filter Element
	6. Reverse step to reassemble.


	Inspecting Heater Coils
	1. Turn off machine’s main disconnect switch.
	2. Unscrew nut and remove bracket.
	3. Unscrew electrical nuts.
	4. Slide element assembly out.
	5. Inspect the heater element tray. Inspect for damaged or broken coils, insulators and connecting straps. Be sure that the heater coils do not touch any other part of the heater element tray.
	6. Examine the wiring to ensure that no wires are loose or damaged. Damaged parts of the heater element tray must be replaced to maximize shrink tunnel efficiency.
	7. Reverse steps to reassemble.



	5.5. Corrective Maintenance
	5.5.1. Film Rack Assembly
	5.5.2. Air Cylinders
	5.5.3. Roller Chain
	5.5.4. Drive and Blower Motors
	5.5.5. Knife Blades
	Notched Knife Blades
	Grinding Knife Blades
	Replacing Knife Blades
	1. Disconnect and perform the lockout/tagout procedure. Follow company guidelines.
	2. Lift and secure or latch the cover to expose the film feed assembly.
	3. Using a 1/8” hex key, remove the old knives
	4. Install new blade portions with their back edge against the stop. Secure bladed portions with hex nuts.
	5. Replace the cover to its home position; remove lockout and supply electrical power to machine.
	6. With guard doors closed, use film feed one cycle push button to rotate the knife shaft once to ensure proper clearance.
	7. Check blades for any burrs; replace glades as needed.


	5.5.6. Pinch Roller Adjustment
	1. Disconnect and perform the lockout/tagout procedure. Follow company guidelines.
	2. Lift and latch that acceleration conveyor.
	3. Turn the set screw clockwise until the compression spring is fully compressed.
	4. Turn the set screw counterclockwise one half turn.
	5. Repeat the adjustment on the opposite side of the pinch roller.
	6. Lower the acceleration conveyor.
	7. Start the machine and check the tension. Repeat procedure if required.

	5.5.7. Tunnel Belt

	5.6. Tunnel Blower Maintenance
	5.6.1. Overview
	Figure 5-7 - Tunnel Blower Location (Example)

	5.6.2. Corrective Maintenance Procedures
	Tunnel Blower Bearing Replacement
	Parts Required
	Procedure
	1. Disconnect and lockout electrical power to the tunnel. Be sure to follow all of your company’s required safety procedures.
	2. Allow the shrink tunnel components to cool down to room temperature. This can take 30 minutes or more.
	3. Using a 7/16” wrench, remove the four bolts securing the v-belt guard to the tower weldment and remove the guard.
	4. Using a 1/2” wrench, remove the four bolts securing the motor-mounting bracket to the tower weldment and remove the bracket, the v-belt and the motor.
	5. Using a 5/32” hex key, loosen the setscrews securing the blower impeller shaft pulley and remove the pulley and key stock from the impeller shaft.
	6. Using 5/16” and 3/8” wrenches, remove the central lubrication lines from the bearing grease fittings.
	7. Using a T25 torx wrench, loosen the bolts in the Skwezloc fittings on each of the 4-hole flanged bearings and loosen the fitting from the impeller shaft.
	8. If the impeller shaft does not freely move up and down after loosening the Skwezloc fittings, us the hammer and the brass rod (as a punch) and tap with moderate force on the top of the shaft until it drops all the way down.
	9. Using a 9/16” wrench, remove the four nuts securing the tower weldment to the tunnel.
	10. Using a 9/16” wrench, loosen (but not remove) the four bolts securing each of the 4-hole flange bearing to the tower welment and then lift the tower weldment and slide the weldment with the bearings off the impeller shaft.
	11. Remove the four bolts securing the 4-hole flange bearings to the tower weldment and discard the worn bearings.
	12. Inspect and clean the impeller shaft. Be especially aware of areas where the pulley setscrew and bearings contact the shaft. If the impeller shaft is severely scored or damaged, it should be replaced. See “Tunnel Blower Impeller and Shaft Repla...
	13. Loosely install new 4-hole flange bearings to the tower weldment.
	14. Reinstall the tower weldment with bearings by sliding the bearings onto the impeller shaft and fitting the weldment over the studs on top of the tunnel. Be sure to install the Skwezloc fittings on the impeller shaft between the bearings.
	15. Reinstall and tighten the tower weldment nuts to the tunnel studs.
	16. Tighten the bearings to the tower weldment. Make sure the impeller shaft moves freely up and down through the bearings. There should be 3/4” to 1” of play.
	17. Slide the impeller shaft up and down through the bearings and mark the highest and lowest points of travel on the shaft.
	18. Position the impeller shaft so it is centered between the marks and tighten the bolt on each of the two Skwezloc fittings.
	19. Reinstall the lubrication fittings.
	20. Loosely reinstall the motor mounting bracket with motor.
	21. Reinstall the pulley with the key stock on the impeller shaft, making sure it lines up with the motor pulley, and tighten the setscrews.
	22. Reinstall the v-belt. When installing the v-belt, place a moderate amount of tension on the belt while tightening the motor mounting brackets to the tower weldment.
	23. Reinstall the v-belt guard and tighten the bolts.

	Tunnel Blower Impeller Fan and Shaft Replacement
	Parts Required
	Procedure
	1. Disconnect and lockout electrical power to the tunnel. Be sure to follow all of your company’s required safety procedures.
	2. Allow the shrink tunnel components to cool down to room temperature. This can take 30 minutes or more.
	3. Open the electrical cabinet doors to access interior panel and heater element.
	4. Using a 1/8” hex key remove the bolt (1) that secures the associated heater element cover in place.
	5. Using a 1/2 wrench, remove the nut that securing the associated heater element retaining bracket in place.
	6. Using a 7/16 wrench, disconnect the machine wires (A,B,C) and the ground wire (D).
	7. Slide the heater element tray out of the machine.
	8. Inside the tunnel, remove the sheet metal plate located directly below the impeller shaft.
	9. Exit the tunnel and place cushioning material on the tunnel belt immediately below the impeller to protect the belt when the impeller shaft is dropped onto it.
	10. Using a 7/16” wrench, remove the four bolts securing the v-belt guard to the tower weldment and remove the guard.
	11. Using a 1/2” wrench, remove the four bolts securing the motor mounting bracket to the tower weldment and remove the bracket, the v-belt and the motor.
	12. Using a 5/32” hex key, loosen the setscrews securing the plower impeller shaft pulley and remove the pulley and key stock from the impeller shaft.
	13. Using 5/16 and 3/8” wrenches, remove the central lubrication lines from the bearing grease fittings.
	14. Using a T25 torx wrench, loosen the bolts in the Skwezloc fittings on each of the 4-hole flanged bearings and loosen the fitting from the impeller shaft.
	15. If the impeller shaft does not freely move up and down after loosening the Skwezloc fittings, use the hammer and brass rod (as a punch) and tap with moderate force until the shaft drops all the way down onto the cushioning on the tunnel belt.
	16. Carefully remove the impeller shaft from the tunnel.
	17. Inspect the impeller shaft and bearings for wear and diagnose the cause of the shaft damage.
	18. Install the new impeller and shaft up through the tunnel and through the 4-hole flange bearings and Skwezloc fittings.
	19. Slide the impeller shaft up until it stops and temporarily tighten one of the Skwexloc fitting bolts to prevent the impeller and shaft from dropping down into the tunnel again. Inside the tunnel, reinstall the sheet metal previously removed below...
	20. Reinstall the heater element tray.
	21. Loosen the bolt on the Skwezloc fitting and allow the impeller shaft to drop down onto the sheet metal inside tunnel.
	22. Slide the impeller shaft up and down through the bearings, marking the highest and lowest points of travel on the shaft.
	23. Position the impeller shaft so it is centered between the marks and tighten the bolt in each of the Skwezloc fittings.
	24. Reinstall the lubrications lines to the fittings.
	25. Loosely reinstall the motor mounting bracket and motor.
	26. Reinstall the pulley with the key stock on the impeller shaft, making sure it lines up with the motor pulleys, and tighten the setscrews.
	27. Reinstall the v-belt. when installing the v-belt, place a moderate amount of tension on the belt while tightening the motor mounting brackets to the tower weldment.
	28. Reinstall the v-belt guard and tighten the bolts.




	BPTW_Chapter_4_Operation_UPDATED.pdf
	4.1. Introduction
	4.2. Wrapper Main Disconnect Switch
	Figure 4-1 - Main Disconnect Switch

	4.3. Wrapper Controls
	4.3.1. HMI Main Control Panel
	Figure 4-2 - Wrapper Main Control Panel
	1. EMERGENCY STOP Push/Pull Button: Pressing this button will immediately shut down the machine. The button must be pulled out before restarting the machine. This button is also located at various points around the machine.
	2. POWER ON: Pressing this button turns the machine on.
	3. CYCLE START Button: Pressing this button will start the normal production cycling of the machine.
	4. CYCLE STO/RESET Button: Pressing this button stops the machine after it has completed a full cycle. Pressing this button will also clear error messages on the machine’s interface after the problem that caused the message has been resolved.
	5. PRODUCT HALT/RUN Switch: This lighted switch is used to manually halt or start the in-feed conveyor. The HALT position disables the in-feed conveyor from running. The RUN position enables the in-feed conveyor to run in the normal cycle mode.
	6. JOG Button: Pressing and holding this button will jog the machine’s conveyors without advancing any film. The machine will stop when the button is released. This button can only be used when the machine is not in cycle.
	7. Operator Interface: This touch screen panel is used to change various settings of the machine. It also displays error messages when the machine experiences a fault or jam. Its use is covered more thoroughly later in this chapter.


	4.3.2. Auxiliary Control Panel 1 & 2
	1. FILM FEED ONE CYCLE Button: Pressing this button will make the machine cycle once.
	2. FILM FEED JOG Button: Pressing and holding this button will jog the machine’s film feed without advancing product through the machine. The machine will stop when the button is released. This button can only be used when the machine is not in cycle.
	3. CYCLE STOP/RESET Button: Pressing this button stops the machine after it has completed a full cycle. Pressing this button will also clear error messages on the machine’s interface after the problem that caused the message has been resolved.
	Figure 4-3 - Auxiliary Control Panel 1

	4.3.3. Auxiliary Control Panel 3
	1. EMERGENCY STOP Push/PULL Button: Pressing this button will immediately shut down the machine. The button must be pulled out before restarting the machine. This button is also located at various points around the machine.
	2. CYCLE STOP/RESET Button: Pressing this button stops the machine after it has completed a full cycle. Pressing this button will also clear error messages on the machine’s interface after the problem that caused the message has been resolved.
	3. CYCLE START Button: Pressing this button will start the normal production cycling of the machine.
	4. PRODUCT HALT/RUN Switch: This lighted switch is used to manually halt or start the infeed conveyor. The HALT position disables the infeed conveyor from running. The RUN position enables the infeed conveyor to run in the normal cycle mode.
	5. JOG Button: Pressing and holding this button will jog the machine’s conveyors without advancing any film. The machine will stop when the button is released. This button can only be used when the machine is not in cycle.
	Figure 4-4 - Auxiliary Control Panel 3

	4.3.4. Splice Bar Control Panel
	1. FILM ROLL Switch: This switch selects which film roll is currently feeding the machine. “1” is the outside roll; “2” is the inside roll; And None is neither roll.
	2. SPLICING BAR Push/Pull Button: The splicing bar push button allows the operator to splice a new roll of film to the existing film in the machine. The button remains lit while the seal is made and goes out automatically when the seal is complete. S...
	Figure 4-5 - Auxiliary Control Panel 4

	4.3.5. Shrink Tunnel Fan Controls
	4.3.6. Stack Light Description
	Figure 4-6 - Light Stack


	4.4. Machine Setup
	1. Make sure the machine is connected to its power source.
	2. Make sure machine is loaded with film.
	3. Make sure that proper recipe for product has been selected.
	4. Turn on the main disconnect switch.
	5. Pull out all EMERGENCY STOP buttons.
	6. Press the POWER ON button.
	7. Turn the PRODUCT HALT/RUN switch to RUN.
	8. Turn the COOLING FAN switches on the shrink tunnel control panel ON.
	9. Set the REGISTRATION MODE through the HMI (see section 4.6.4):
	10. Wait for the shrink tunnel to heat up - it will take 10-20 minutes. When the tunnel within operating range of the set temperature, the ALARM 1 indicator in the temperature controllers will turn off (for more on information on temperature control ...
	11. Press the CYCLE STOP/RESET button.
	12. Press the CYCLE START button.
	4.4.1. Recovering from an Emergency Stop
	1. Remove all product from machine.
	2. Remove or resolve the cause of the emergency stop action.
	3. Pull all the EMERGENCY STOP buttons up.
	4. Press the CYCLE STOP/RESET button.
	5. Press the POWER ON button on both the wrapper and the tunnel.
	6. Press the CYCLE START button.

	4.4.2. Setting Up the Temperature Controllers
	Figure 4-7 - Temperature Controller


	4.5. Operator Interface Introduction
	4.5.1. General Procedures
	4.5.2. Data Entry
	Figure 4-8 - Numeric Keypad
	Figure 4-9 - Alpha-Numeric Keypad


	4.6. Using the Operator Interface
	4.6.1. Security Levels
	1. Basic: This level is available to all users and is active when the machine is first turned on. This level does not allow anyone to change anything. But it does allow the operator to view basic machine messages.
	2. Operator: This level is available to trained operators of the machine. It allows the operator to load different recipes for different products into the machine and to change setpoints in the machine’s operation. The operator must login to the ma...
	3. Maintenance: This level is available to trained maintenance technicians. It allows access to all functions of the machine. The technician must login to the machine and enter a password to gain access to this level.
	4. Setup: This level is only available to OEM trained technicians. It is used during initial machine setup. The technician must login to the machine and enter a password to gain access to this level.

	4.6.2. Logging Into Machine
	1. Turn the machine on. A boot up screen will appear for a moment and then the Overview menu shown below will appear. If the machine was already on but the screen is blank, touch it to activate it.
	Figure 4-10 - Overview Menu
	2. Press the LEVEL button next to the date and time at the top of the Overview Menu. The login menu shown below will pop-up.

	Figure 4-11 - Login In Pop-Up
	3. Enter the four digit code and press ENT.
	4. You are now logged in.


	4.6.3. Operator Interface Menu Group Descriptions
	Figure 4-12 - Overview Menu Call Outs

	4.6.4. Overview Menu Group
	Main Screen Menu
	Machine Controls Menu
	Figure 4-13 - Machine Controls Menu


	4.6.5. Recipes Menu Group
	Figure 4-14 - Recipe Load & Copy Menu 1
	Loading a Recipe
	1. Press LOAD FROM to open the numeric keypad. Enter the recipe number you wish to use. Press CANCEL to clear any entry.
	2. A warning pop-up will appear letting you know you are about to overwrite the current recipe settings.
	3. Click YES to load the recipe of NO to abort the operation.

	Copying a Recipe
	1. Press COPY FROM to open the numeric keypad and enter the recipe number from which you wish to copy setpoints.
	2. Press COPY TO to enter recipe number that you wish to copy the setpoints to for use. Press CANCEL to abort the operation without copying any data.
	3. Press COPY to copy the recipe.
	4. A warning pop-up will appear letting you know you are about to overwrite the contents.
	5. Press YES to copy the recipe data or NO to abort the operation.


	4.6.6. Setpoint Menu Group
	Figure 4-15 - Setpoint Modify Menu 1
	1. Machine Rate: This sets the production rate of the machine in bundles per minute.
	2. Delay to Start Film Feed: This sets the time delay between when the product is detected by the product detection beam on the accumulation conveyor and when the film feed starts feeding film. This is used to set the position of the leading edge of ...
	3. Delay to Start Flight Bar: This sets the distance delay between when the product is detected by the product detection beam on the accumulation conveyor and when the film flight bar starts to rise engaging the film after the bundle has moved comple...
	4. Reserved: These are preset programmed options that activate when additional equipment is added.
	5. Product Length: This sets the length of the product.

	Figure 4-16 - Setpoint Modify Menu 2
	6. Product Interval: This sets the distance between the leading edge of one product on the acceleration conveyor and the leading edge of the following product.
	7. Reserved: These are preset programmed options that activate when additional equipment is added.
	8. Film Length: This sets the amount of film that will be fed out for each bundle. The length should equal the sum of the sides, top, bottom, and film overlap on the bottom of the bundle. This setting only applies to clear film or film without regist...
	9. Film Feed Low Speed Distance: This sets the length of film that will be fed out before the high speed portion of the wrap cycle starts up.
	10. Film Feed Low Speed: This sets the film feeds low speed relative to the speed of the overwrap conveyor.

	Figure 4-17 - Setpoint Modify Menu 3
	11. Film Feed High Speed: This sets the film feeds high speed relative to the speed of the overwrap conveyor. The speed is a percentage of the speed of the overwrap conveyor.
	12. Film Stopping Position: This sets how far the film that remains in the film feeder will advance past the knife after a cut has been made. This should be set so that the leading edge of the new film has emerged from the feeder and is protruding ab...
	13. Flight Bar Height Position: This give the height at which the flight bar should adjusted.
	14. Flight Bar Low Speed Distance: This sets how far the flight bar will advance before the high speed portion of the wrap cycle starts up. This distance is typically half the length of the bundle plus the distance of the film overlap on the bottom o...
	15. Flight Bar Low Speed: This sets the speed of the flight bar as it travels through the low speed portion of the wrap cycle. The speed is a percentage of the speed of the overwrap conveyor.

	Figure 4-18 - Setpoint Modify Menu 4
	16. Flight Bar High Speed: This sets the speed of the flight bar as it travels through the high speed portion of the wrap cycle. The speed is a percentage of the speed of the overwrap conveyor.
	17. Infeed Conveyor Speed Adjustment: This sets the speed of the infeed conveyor relative to the acceleration conveyor to control product spacing.
	18. Acceleration Conveyor Speed Adjustment: This sets the speed of the acceleration conveyor relative to the overwrap conveyor to control product stability.
	19. Tunnel Belt Speed Adjustment: This sets the speed of the tunnel relative to the transitional conveyor speed. It should always be set to around 85%. Although the tunnel speed is set lower than the overwrap conveyor, the product will not back up be...
	20. Transition Conveyor Speed Adjustment: This sets the speed of the transition conveyor relative to the speed of the tunnel conveyor to control spacing between products.

	Figure 4-19 - Setpoint Modify Menu 5
	21. Knife Speed Adjustment: This sets the speed of the knife relative to its base speed. Adjusting this speed helps eliminate bunching of the film behind the knife (if to slow) or tearing of the film (if to fast). This is an inverse adjustment - a hi...
	22. Cooling Conveyor Speed Adjustment: This sets the speed of the cooling conveyor relative to the tray turner. This allows for increased spacing within product as needed.
	23. Tray Turner Left Speed Adjustment: This sets the speed of the tray turner to allow for proper conveyance of different size products.
	24. Tray Turner Left Right Adjustment: This sets the speed of the tray turner to allow for proper conveyance of different size products.
	25. Print Conveyor Speed Adjustment: This sets the speed of the print conveyor to accommodate various printer speeds.

	Figure 4-20 - Setpoint Modify Menu 6
	26. Wrapper OFF Mode Speed: This sets the speed of all conveyors when the machine is in bypass mode.
	27. Product Length Variance Allowed: This sets the amount of time product is detected by the product detect skewed photo-eye to accommodate different size products.
	28. Registration Minimum Position: Sets the amount of film that is ignored by the film registration photo-eye before it begins looking for the next cut point.
	29. Spare: Not Used
	30. Spare: Not Used
	31. Disabled: Not required
	32. Disabled: Not required
	33. Disabled: Not required
	34. Disabled: Not required
	35. Disabled: Not required
	36. Disabled: Not required
	37. Disabled: Not required
	38. Disabled: Not required
	39. Disabled: Not required
	40. Disabled: Not required


	4.6.7. Maintenance Menu Group
	Main Screen
	Figure 4-21 - Maintenance Main Menu

	Alarm Status
	Figure 4-22 - Alarm Status Menu

	Alarm History
	Figure 4-23 - Alarm History Menu

	Timers & Counters
	Figure 4-24 - Timers & Counters Menu

	Setpoint Modify (Maintenance Level)
	Figure 4-25 - Setpoint Modify Menu 9
	41. Spare: Not used.
	42. Flight Bar Home Offset: This sets the flight bar’s starting position.
	43. Film Cycles After Low Film Alarm Roll #1: This sets the number of times the machine will cycle after detecting low film on roll #1.
	44. Film Cycles After Low Film Alarm Roll #2: This sets the number of times the machine will cycle after detecting low film on roll #2.
	45. Splicing Dwell Time: This set s the duration that the splice bar carries a current.

	Figure 4-26 - Setpoint Modify Menu 10
	46. Knife Home Offset: This is the defined position of the knife after homing it.
	47. Spare: Not used.
	48. Conveyor Jog Speed: This sets the speed at which the conveyor jogs when manually engaged.
	49. Spare: Not used.
	50. Film Feed Jog Speed: This sets the speed at which the film feed jogs when manually engaged.

	Figure 4-27 - Setpoint Modify Menu 11
	51. Tunnel Maximum Backup Delay: Used to detect a jam after the tunnel.
	52. Disabled: Not required.
	53. Spare: Not used.
	54. Spare: Not used.
	55. Spare: Not used.

	Figure 4-28 - Setpoint Modify Menu 12
	56. Spare: Not used.
	57. Spare: Not used.
	58. Spare: Not used.
	59. Spare: Not used.


	PLC Chassis
	Figure 4-29 - PLC Chassis Main Menu
	Figure 4-30 - PLC Chassis Menu 1
	Figure 4-31 - PLC Chassis Menu 2
	Figure 4-32 - PLC Chassis Menu 3


	4.6.8. Production Data Menu Group
	Production Data Menu
	Figure 4-33 - Production Data Menu Screen

	Production Data Settings
	Figure 4-34 - Production Data Settings Menu Screen



	4.7. Film
	4.7.1. Loading Film Roll
	1. Press EMERGENCY STOP button on machine to disable machine.
	2. Turn FILM ROLL switch to OFF (Figure 4-35).
	Figure 4-35 - Film Rack Switch
	3. Insert air nozzle into film shaft to release air from shaft. Don’t press the nozzle’s lever to add air – just press the nozzle tip against the shaft valve to release the air in the shaft. This air pressure in the shaft activates a clamp that...

	Figure 4-36 - Releasing Shaft Air Pressure
	4. Remove the empty film roll and air film shaft from the film rack.
	5. Insert shaft into new film roll. Make sure that shaft is oriented so that its slotted end is on the side shown and the film unrolls in the direction shown. As the diagram shows, the direction in which the film unrolls depends on whether the print ...

	Figure 4-37 - Film Orientation
	6. Check that the film roll is centered on the film roll air shaft by measuring the distance from the film roll core to the edge of the film shaft. This distance should be the same on each end. Adjust as required.

	Figure 4-38 - Centering film Roll
	7. Turn the air motor shaft (1) so that it is in vertical position.

	Figure 4-39 - Air Motor Shaft Positioning
	8. Place new film roll and shaft on empty portion of rack as shown below. Make sure the slotted end of the shaft mates with the air motor shaft as shown in Figure 4-39. The roll can go into either front or rear positions – whichever is empty.

	Figure 4-40 - Loading Roll
	9. Insert air nozzle into shaft and inflate shaft so that shaft clamps lock onto roll.

	Figure 4-41 - Inflating Shaft

	4.7.2. Splicing Film
	1. Turn FILM ROLL switch on the film rack control panel to OFF (Figure 4-42).
	Figure 4-42 - Film Rack Switch
	2. Make sure that spare roll position has a roll loaded into it. If not, load a roll according to Section 4.7.1 Loading Film Roll.
	3. Squarely cut the old film away from the old roll.
	4. Move the weight rods on the splice bar to the up position.

	Figure 4-43 - Weight Rods
	5. Thread the leading edge of the new film roll under the weight rods and through the splice bar seal area.

	Figure 4-44 - Feeding New Film
	6. Lower the weight rod on the same side as the new film roll.

	Figure 4-45 - Lowering Weight Rod
	7. Feed the trailing edge of the old film roll under the weight bar and through the splice seal area.

	Figure 4-46 - Feeding Old Film Roll
	8. Lower the weight bar on the same side as the old film roll.
	9. The splice bar requires a two-handed control to operate. Push both splice bar buttons on the film rack at the same time to engage the splice bar and initiate the splicing process.

	Figure 4-47 - Splicing Film
	10. After the seal bar has raised and the splice bar lights are off, remove scrap film.
	11. Manually roll any slack film back onto roll.
	12. Set the FILM ROLL selector switch to position 1 or 2 - depending on the film roll that will be supplying the machine with film.

	Figure 4-48 - Select New Roll
	13. Restart production.
	14. Add new roll to spare position on film rack.


	4.7.3. Film Threading
	1. Place the main power disconnect switch to the OFF position.
	2. Manually remove any film currently in the system.
	3. Load the film roll required for the new job onto the film rack according to Film Loading Section 4.7.1 of this chapter.
	4. Open and latch the acceleration conveyor to expose the film feed system.
	Figure 4-49 - Film Feed System
	5. Thread the film past the first roller and the 45° bar.

	Figure 4-50 - First Roller & 45° Bar
	6. Thread the film through the rollers as shown below.

	Figure 4-51 - Film Threading Diagram
	7. Feed the film into the first set of film feed rollers by rotating the film feed hand wheel COUNTERCLOCKWISE.

	Figure 4-52 - Film Feed Hand Wheel
	8. Carefully feed the leading edge of the film across the knife mechanism and between the second set of film feed rollers.
	9. Use the HMI to set the film registration mode depending on the type of film used (clear, one registration mark, or two registration marks).
	10. If loading registered film, adjust the position of the film registration photo eye so that it is aligned to correctly to see the film registration mark.

	Figure 4-53 - Registration Photo Eye Adjustment
	11. Close the acceleration conveyor to cover the film feed assembly.
	12. Close the dancer bar doors.
	13. Place the MAIN POWER DISCONNECT to the ON position.
	14. Press the POWER ON push button.
	15. Press the FILM FEED ONE CYCLE push button to feed one length of film.
	16. Press the FILM FEED JOG push button until the film feeds flat and unwrinkled from the gap preceding the overwrap conveyor.
	17. Press the FILM FEED ONE CYCLE push button to feed one length of the film. Observe the film length for quality and print registration.
	18. When the film is feeding satisfactorily, perform the quick start up procedure.
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	This chapter contains the electrical schematics for the BPTW Shrink Wrapper.
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