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OPERATING INSTRUCTIONS MODEL ATX-II EXTRUDER

General Description

Model ATX-II Thermal Extruder is a pot type of heating and pumping system designed for hand gunning hot melt sealant and adhesives that are supplied in brick, slug or chip form.  This machine can be either mounted on a table or on a movable stand.  The cold sealant or adhesive material is placed into a heated pot that is connected to a positive displacement pump.  The pot hold approximately 35 lbs. (16kg.) of material which can be replenished at any time during operation.  The heated material is pumped through a flexible heated hose and a light weight hand gun.

POWER REQUIREMENTS



The ATX-II can be operated on a 208, 220 or 240 volt, 50/60 Hz. Single phase 30 amp service.  It used approximately 20 to 25 amps during the first initial heating period then gradually reduces to 10 to 12 amps once the operating temperature is reached.  No air supply is required.

OPERATION


All extruders are fully tested prior to shipment and generally contain a quantity of test material within the pot.  Simply add the same or a compatible material to the pot to operate the machine.



To start the machine turn the power switch to the "ON" position then depress the reset switch.  The power on light and the temperature control indicator lights will come on immediately.  Check the pump switch to make sure it is in the off position before continuing.  The pump motor is connected in series with a thermostat, mounted in the front of the pot, to prevent the pump from starting before the material is fluid enough to pump.  The thermostat should not be used as an automatic switch to start the pump.  Do not activate the pump until the pot temperature has reached the proper operating temperature.  Always shut the pump off when not gunning or if gunning is stopped for more than a few minutes.  (The pump can be used to allow the auger within the pot to mix the material for a few minutes prior to gunning to even out the temperature within the pot during initial heating or when cold material is added.)

SETTING THE OPERATING TEMPERATURE


The proper operating temperature is generally preset at the factory if a sample of the material to be used is available when the machine is tested.  Otherwise, consult the manufacturer or supplier of the material for the recommended operating temperature.



Separate temperature controllers are used for the heated hose (left controller) and for the pot (right controller).  Both the heated hose and the pot should be set at the same operating temperature.  To see the operating temperature "set point" on the controller, depress and hold the first (left) button below the display.

To increase the operating temperature set point, depress and hold the first button then depress the third (right) button until the desired operating temperature is reached.

To decrease the operating temperature set point, depress and hold the first button then depress the second (center) button until the temperature setting decreases to the desired operating temperature.

NOTE:  Do not try to make any other adjustments on these temperature controllers.  They are preset at the factory to operate within a safe range of temperatures.  Any unauthorized adjustments may cause your machine to malfunction.

REGULATING THE GUNNING RATE



The flow rate through the gun is regulated by an adjustable by-pass valve located to the left of the pot.  This spring loaded value allows excess material to flow back into the pot, thereby, allowing the operator to regulate his gunning speed to whatever size space he is trying to fill.  To increase the flow rate through the gun turn the by-pass valve knob clockwise until the desired gunning rate is reached.  To decrease the flow rate turn the knob counterclockwise (unscrew) for the desired gunning rate.

PUMP REVERSING SWITCH


The Pump Reversing Switch is located on the left side of the control panel.  It is normally operated in the up position.  Should a foreign object jam the pump, or if the pump runs dry and a vapor lock occurs, the pump rotation can be reversed to clear it.  To reverse the pump rotation first shut the pump off then push the reversing switch into the down position.  Turn the pump on for a few seconds to clear it.  Shut the pump off again before pushing the reversing switch to the normal operating position.

OVER-TEMPERATURE PROTECION



All Aztech extruders are equipped with over-temperature controls, both mechanical and electronic.  These controls are set for approximately 410° deg. F. (210° deg. C.).  The normal operating temperature range for most hot melt materials is between 300° and 375° deg. F. (150° to 190° deg. C.).  Should your material require a higher or lower operating temperature, lease consult with our service department before using the equipment.

CAUTION
It is not recommended that any Aztech Hot Melt Equipment be left on overnight or for any extended period of time without someone in attendance.  No matter how reliable this equipment is or has proven to be, over a period of time, any electrical or electronic controls can and will fail.  Serious damage to the equipment and possible to your plant can occur should the equipment over heat.  Therefore, please take all necessary precautions to assure the safe operation of this equipment and have a qualified operator in attendance at all times it is in operation.

PUMP AND DRIVE COMPONETS

Flow rate too fast


Cause:
by-pass pressure too high

1.1 Turn by-pass adjusting screw counterclockwise until desired flow rate is obtained.

1.2 If flow rate is still too high, adjust gun trigger tip to limit trigger pull.

2.
FLOW RATE TOO SLOW:
HOSE AND POT TEMPERATURES NORMAL-PUMP RUNNING NORMALLY.


Cause:
by-pass pressure too low.

2.1 Turn by-pass adjusting screw clockwise until desired flow rate is obtained.

-Drive belts loose and slipping, pump pulley barely turning

2.2 Tighten belts by loosening gear reducer bolts, wedging the gear reducer over until belts are firm.

-Pump overheated and vapor-locked.

2.3 If the extruder is equipped with a pump reversing switch, reverse the pump rotation for a few seconds to clear the pump.

2.3.1 If not, remove hose from pump but leave it plugged into the control panel.

2.3.2 Turn pump on.

2.3.3 If the flow is equally slow, allow the pot to cool below 300° F by turning the temperature dial to Zero.

2.3.4 Cold material may also be added to the pot to reduce the temperature.

2.3.5 With the hose disconnected, turn pump on until flow is normal.

2.3.6 Do not allow cold chunks to be pulled into the auger until they are softened sufficiently to prevent damage to the auger and sensors.

-Pot temperature too high

2.4 The best pumping temperature is normally 300° F to 350° F.

The pump loses efficiency at the temperatures above 350° F

Cause-Material abnormally stiff or viscous at normal operating temperatures

2.5 Increase pot temperature to 350° F or above if flow improves.

2.5.1 Do not operate equipment over 400° F.

-Hose too cold for viscosity of material

2.6 Normal hose temperature setting should be 320° to 350° F.  Should the material be unusually stiff, increase the hose temperature.

Note:  The extruder hoses are equipped with an overriding thermostat within the hose, which will shut the hose down if the temperature reaches 400° F.

-Pump heater not working

2.7 Remove cover, turn pot temperature dial to full on and check heater.

-Gun tip heater not working

2.8 Turn hose temperature dial to full and check tip heater.

-Gun or Gun tip clogged

2.9 Remove gun tip and check flow through gun.

2.9.1 Remove gun from hose and check flow through hose.

3. Flow rate varies of slows while gunning
Cause-Material bridging across or above the grid heaters starving the pump.

3.1 Push material in pot down past grids.

Note:  Material left in the pot has a tendency to set after cooling, making it more difficult to heat causing bridging if the pot is left full.  Allow the material in the pot to deplete at the end of the day to just below the grids.  Place new material on the grids, which will heat quite rapidly along with the remaining material for the morning production.

4. NO FLOW THROUGH GUN-HOSE AND POT TEMPERATURES NORMAL-PUMP  PULLEY TURNING NORMALLY
Cause-Broken universal or shoulder screw

4.1 Check Auger

4.2 If it is not turning, the right auger coupling is broken.

4.3 If it is turning, disconnect hose and insert a long screwdriver or steel rod into pump outlet until it hits end of pump.

4.4 If you do not feel the pump rotor turning, the left auger coupling is broken.

4.5 Refer to " Disassembling Pump and drive Components" for repair instructions.

5. PUMP LOCKED, BELT SLIPPING OR MOTOR IS STRAINING
CAUSE- HARD OBJECT JAMMING PUMP
5.1 If the extruder is equipped with a pump reversing switch, reverse the pump rotation until pump clears.

5.1.1 If the pump does not clear, or the extruder is not equipped with a pump reversing switch, remove machine cover and turn the pump and gear reducer pulleys by hand counter-clockwise until pump clears.

5.1.2 If the pump cannot pass the object through, hopper must be emptied of material by hand.

-INSIDE BEARING FROZEN

5.2 If this occurs, you will generally notice a deposit of black metallic particles beneath the pot hub and a crackling noise emitting from the hub prior to failure.

5.2.1 Replace inside bearing and teflon seal.

5.2.2
Refer to "Disassembling the Pump and Drive Components" for repair instructions.

HEATING ELEMENTS

1. MATERIAL NOT MELTING -POT TEMPERATURE NORMAL
CAUSE-GRID HEATERS NOT HEATING

1.1 Scrape material from grid heaters.

1.2 Turn pot temperature dial to full ON.

1.3 Check heaters.

1.4 If not heating, remove machine cover and disconnect grid heater leads from pot heater terminals.

1.5 Check continuity.

1.6 If none, separate heater wires and check continuity of each heater.

1.7 Replace shorted heater.

2.
MATERIAL IN POT NOT HEATING EVENLY- MATERIAL BOILS OR SMOKES


CAUSE-POT HEATE NOT WORKING

2.1.1 Remove machine cover.

2.1.2 Turn power on and, with the pot temperature dial turned full on, allow the heaters to get hot.

2.1.3 Turn power off and check each pot heater.

3.
PUMP STRAINS--FLOW THROUGH GUN IS SLOW
CAUSE--PUMP HEATER NOT WORKING

3.1 Disconnect hose and turn on pump.

3.2 If material extruded is hard and stiff, remove cover and check pump heater as in Problem 2.

4
NO CONTROL ON BY-PASS PRESSURE- FLOW RATE HIGH
CAUSE--BY-PASS HEATER OF HEATERS NOT WORKING
4.1 Remove cover and check both by-pass heaters as in Problem 2.

POT TEMPERATURE CONTROLS

1. POT INICATOR LIGHT DOES NOT COME ON-POT IS NOT HEATING
CAUSE-HEATING ELEMENTS NOT WORKING
1.1
Check external power supply to extruder control panel.

1.2 Check fuses and power to terminal block.

1.3 If okay, switch P.C. Boards.

1.4 If condition is corrected, replace Pot P.C. Board.

1.5 If condition persists, replace sensor probe.

NOTE:  The sensor probe resistance can be checked before replacing by removing the P.C. Board and taking a reading across the terminals.  At room temperature the resistance of the thermister is 1 Meg which decreases to approximately 30 K at 300° F.  To replace the sensor probe, unscrew the cap only and pull out probe.

1.6 If condition still persists, check resistance across the pot dial potentiometer which should read 50 K down to approximately zero as the dial is turned.

2. POT INDICATOR LIGHT STAYS ON FULL-POT OVERHEATING
CAUSE-TRIAC FAULTY

2.1 Replace Triac.

NOTE:  This condition is almost always caused by a direct short to ground.  Correct the short before replacing Triac.

3.
POT INDICATOR LIGHT DOES NOT COME ON-POT IS HEATING

-FAULTY INDICATOR LIGHT
3.1 Replace indicator light.

4.
INDICATOR LIGHT AND HEATING ELEMENTS SHUT OFF COMPLETELY FOR SEVERAL MINUTES AT A TIME BEFORE DIAL TEMPERATURE IS REACHED.


CAUSE-INTEMITTANCE SHORT IN THERMISTER PROBE

4.1 Pull out sensor probe.

4.2 Disconnect wires from terminal block.

4.3 Heat the end of the probe with soldering gun and take resistance reading across the wires.

4.4 Resistance should decrease evenly with increase in temperature form 1 Meg to approximately 30 K.

4.5 If there is an interruption in the resistance drop, replace probe.

5.
INDICATOR LIGHT SHITS OFF AS THE TEMPERATURE DIAL SETTING IS INCREASED-LIGHTS DO NOT BLINK ON AT CERTAIN SETTINGS OF THE DIAL.


CAUSE-DIAL POTENTIOMETER FAULTY
5.1 Replace dial potentiometer.

6.
TEMPERATURE RISES ABOVE (OVERSHOOTS) DIAL SETTING DURING NORMAL PRODUCTION
CAUSE-P.C. BOARD PORTNTIOMETER OUT OF ADJUSTMENT

6.1
Adjust P.C. Board potentiometer (1/2" diameter disc perpendicular to the P.C. Board) by inserting a small screwdriver into the center slot and turning the disc clockwise approximately 1/8th turn for each 20° F. above dial setting.

7.-TEMPERATURE STABILIZES BELOW THE DIAL SETTING DURING NORMAL OPERATION
CAUSE-P.C. BOARD POTENTIOMETER OUT OF ADJUSTMENT

7.1 Adjust P.C. Board potentiometer by turning the disc counterclockwise approximately 1/8th turn for each 20°F. below the dial setting.

8. UNIT HEATS MATERIAL TOO SLOW FOR HIGH  PRODUCTION REQUIREMENTS
CAUSE-P.C. GOARD POTENTIOMETER SET TOO LOW
8.1 Adjust P.C. Board potentiometer to increase temperature by turning the disc counterclockwise as in (7.1) until unit heats sufficiently.

CAUTION:

Unit will overshoot the dial temperature setting if production is reduced or delayed for a period of time.  Lower the dial temperature setting during these periods.

9. HEATING CAPACITY IS REDUCED SUDDENLY THUGH NORMAL SETTINGS HAVE NOT CHANGED

CAUSE-POSSIBLE DEFECTIVE POT HEATER

9.1 Turn off power supply.

9.2 Remove extruder cover.

9.3 Turn on power supply and carefully feel each pot heater on the backside of pot with dial setting on full.

NOTE:
  Check all the heaters periodically or whenever the cover is removed to be sure, they are all operating properly.

Caution:  Take care not to touch the live terminals on the heaters.

10. MATERIAL CHUNKS ARE NOT MELTING THROUGH THE GRID HEATERS
10.1 Remove chunks of material from the grid heaters and turn pot temperature dial on full.

10.2 Inspect the grid heaters to see if they are hot.

10.3 The grid heaters are connected in series with each other, should one fail the others will not heat.

10.4 To check individual heater, the wires connecting them must be cut at the but terminals.  Should they be connected with spade type connectors, simply pull them apart.

THE EXTRUDER HOSE

1. TIP HEATER NOT HEATING-HOSE TEMPERATURE NORMAL

CAUSE-SHORT IN THE TIP HEATER OF THE LINE TO THE TIP HEATER

1.1 Locate solder connections at the end of the wire braid leading from the tip heater to the hose.

1.2 Disconnect one lead and check continuity across the heater.

1.3 Resistance across the heater should be 300 ohms.

1.4 If no continuity, replace heater.

1.5 If the heater is all right, the lead in the hose is broken.

1.6 Return hose for repair.

2. HOSE NOT HEATING-INDICATOR LIGHT BLINKING-TIP HEATER IS HEATING

CAUSE-SHORT AT CONNECTION TO THE HOSE HEATING ELEMENT OR WITHIN THE HEATING ELEMENT

2.1 Return hose for repair.

3. HOSE AND TIP HEATER NOT HEATING-INDICATOR LIGHT OFF

CAUSE-SHORT IN POWER FEED FROM THE HOSE PLUG OR AT THE CONNECION TO THE HOSE HEATING ELEMENT AND THE TIP HEATER LINE WITHIN THE HOSE

3.1 Check resistance across two top lugs on the hose plug.

3.1.1
If continuity is obtained and the resistance is approximately 55-65 ohms, see (3.2).  If no continuity is obtained, check plug connections

NOTE:  If all right, return hose for repair.

CAUSE-LINE TO THERMISTER PROBE BROKEN OR THE THERMISTER ITSELF IS DEFECTIVE

3.2 Check resistance across two bottom lugs on the hose plug, which should read 700 K to over 1 Meg at room temperature.

3.2.1
If no resistance reading is obtained, see (3.3)





-THERMOSTAT IN HOSE OPEN
3.3 Remove cover from hose plug and locate two red wires.

3.3.1 Check continuity across the two red leads.

3.3.2 If none, disconnect the red leads and connect the second black wire directly to the lug, thereby by-passing the thermostat.

3.3.3 If continuity is obtained and the thermister probe checked out as in (3.2), the problem is in the P.C.Board.

4. HOSE TEMPERATURE STABILIZES BELOW DIAL SETTING

CAUSE-P.C. BOARD POTENTIOMETER REQUIRES ADJUSTEMENT

4.1 Insert small screwdriver blade into center slot on potentiometer and turn it to the right (clockwise) in increments of approximately 1/8th turn for each 20°F. increase.

5. HOSE TEMPERATURE STABILIZES ABOVE DIAL SETTING

CAUSE-P.C. BOARD POTENTIOMETER REQUIRES ADJUSTMENT
5.1 Adjust P.C. Board potentiometer as I Problem 4.

5.2 In this case, turn the potentiometer to the left (counter-clockwise) to decrease the temperature.

6. HOSE OVERHEATING-INDICATOR LIGHT ON CONTINUOUSLY

CAUSE-TRIAC SHORTED
6.1 Replace hose triac.

NOTE:  The above is generally caused by a direct short to ground.  Locate short before replacing the triac.

EXTRUDER HANDGUN

NOTES:
Maintenance on the handgun is generally limited to replacing the stem tip and tip adaptor.

Should the tip begin to leak, first place a drop of oil on the stem where it goes into the packing gland nut and work the trigger back and forth until it snaps back freely.

Material generally accumulates in the stem packing preventing the trigger stem from closing.

If this does not stop the leakage, replace the tip adaptor and the stem tip.

To unscrew the tip adaptor, remove the tip heater from the gun and with a crescent wrench turn the tip adaptor counterclockwise.  Use a screwdriver and a pair of pliers to remove the stem tip.  Hold the stem from turning at the flat section in front of the trigger.

The gun insulation is heat shrunk directly on the handle and the trigger.  Should it become worn, it is generally best to return the gun and have the insulation replaced.

DISASSEMBLING THE PUMP AND DRIVE COMPONENTS

1. TO REMOVE PUMP AND AUGER

1.1 Heat the pot, disconnect hose and either pump out material where possible or ladle material out with a flat rod or paddle.

1.2 Remove the grid heater bushings.  Cut the grid heater wire leads at the butt terminals.  Where spade type butt connectors are used, simply pull the connectors apart.  Disconnect the grid heater leads

1.3 Loosen the by-pass lock nut and the pump setscrew.

1.4 Remove the pump heater and loosen the by-pass heaters.  Disconnect the by-pass heater wiring from the pump heater

1.5 Unscrew the by-pass piping from the by-pass valve by screwing it into the pot.  Unscrew the by-pass valve.  Remove the by-pass heaters.

NOTE:  It is advisable to have the pot heated before disassembling pump components along with preheating all other pieces to be removed

1.6 Using a large pipe wrench, unscrew the pump stator assembly from the pot coupling.

1.7 Remove the drive shaft shoulder screw and pull the auger with the pump rotor attached forward by inserting the end of the auger flight into the pump opening and turning it like a screw.  Pull the auger assembly up through the pot once it clears the drive shaft hub.


2.

TO REMOVE THE DRIVE SHAFT BEARINGS

2.1 After the pump and auger have been removed as above, clean the pot of any remaining material with a hot knife and scraper.

2.2 Remove the pump pulley cap screws and insert them into the adjacent hole.  Tighten the cap screw until the pulley is pushed free from the hub.  Remover the pulley hub from the drive shaft by inserting a screwdriver into the saw cut in the hub and tapping it forward.  DO NOT LUBRICATE THE TAPERED HUB SURFACE WHEN REMOVING OR REPLACING THE PULLEYS.

2.3 For units without a removable hub, use a soft hammer to drive the shaft into the hopper.  Knock the inside bearing and teflon seal into the pot with a steel rod if it does not come out with the drive shaft.  Remove the snap ring and drive the outside bearing out of the pot hub.


3.
TO REMOVE THE DRIVE SHAFT BEARINGS ONLY ON NTX-II UNITS WITH REMOVABLE BEARING HUBS.

3.1 Preheat the pot to at least 250°F. (120°C)

3.2 Remove the four (4) bolt nuts holding the bearing hub flange to the pot.

3.3 Pull out hub until the end of the drive shaft clears the pot and the drive shaft shoulder screw can be easily reached.  If some difficulty is experienced in pulling out the hub, turn the pulley clockwise as you pull.

CAUTION:  Do not pull the bearing hub out more than 4" or the pump rotor will come out of the stator making it difficult to reinsert without removing the hopper.

3.4 Remove the drive shaft shoulder screw and pull the hub assembly from the auger.

NOTE:  It may be necessary to use a small chisel to break off the shoulder screw out if it cannot be unscrewed.

3.5 
Using a soft hammer, drive the shaft out of the hub.  If the inside bearing    does not come out with the drive shaft, insert a rod through the outside bearing and tap the inside bearing out

3.6        Remove the snap ring and tap out the outside bearing.


NOTE:  When replacing the teflon seals be sure to line up the bleed holes in the seals with the hole in the bearing hub.

