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The Drum Engineering Company Ltd.

Edward Street Works, Tong Street, Bradford. West Yorkshire. BD4. 9SH.
Telephone: (0274) 633131. Telex; 51141, Fax: (0274) 651006.
A SYLTONE COMPANY

JUPITER 100

SERVICE INSTRUCTIONS . R,

Please read these instructions thoroughly before starting any work on this machine.

One screw on each bearing housing cap and sideplate is fitted with a seal. Do not remove these seals whilst the
machine is still covered by the warranty as this will invalidate the warranty.

SAFETY - ENSURE THAT NO TOXIC OR HAZARDOUS CONTAMINATION HAS
A TAKEN PLACE AND THAT THE DRIVE TO THE MACHINE CAN NOT BE

ENGAGED WHILST SERVICING IS IN PROGRESS.

These instructions are divided into 3 parts:-
1 DISMANTLING
2 RE-ASSEMBLY

3 REPLACEMENT PARTS

1 DISMANTLING

1.1 Cover the suction and delivery ports to prevent oil, grease, dirt etc. entering the machine.
1.2 Clean the outside of the machine thoroughly before dismantiing. . -
1.3 Aclean working area and equipment are essential. ;

MARKALLMATING PARTS DURING DISMANTLING TO ENSURE CORRECT RE-ASSEMBLY.

TO REPLACE BLADES ONLY, SEE SECTION 1.3

1.2 Considerable sideways movement of the drive shaft would suggest bearing wear and the rotor may have
damaged the bore of the body. If this isthe case, the machine should be returned to DRUM ENGINEERING
or the distributor for examination and possible re-boring.

NOTE THE ARROW BETWEEN THE PORTS ON TOP OF THE MACHINE SHOWS THE
DIRECTION OF ROTATION. IT ALSO POINTS TOWARDS THE SUCTION PORT. '
THE LETTER “S” (SUCTION) AND “D” (DELIVERY) ARE MARKED HALFWAY DOWN THE
MACHINE BODY BELOW THE RESPECTIVE PORT.
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13 REPLACING THE BLADES REMOVING THE NON-DRIVE-END COWL, FAN AND SIDEPLATE.

1.31
1.3.2

1.3.3
134

1.3.5

1.3.6

1.3.7

Remove the relief valve fitted on the DELIVERY side of the machine, then stand the machine on the
suction and delivery ports with the NON-DRIVE-END towards the front of the bench

Unscrew the 4-capscrews holding the NDE cow and lift off the com along with the attached mounting
bracket. -

Tap off the fan using a soft “drift” on the central boss. TAKE CARE NOT TO DAMAGE THE FINS
Remove and discard the star tolerance ring from the shatt.

Raise the SUCTION side until the machineis tilted to 45° and support it SECURELY to prevent it falling
over. Alarge vee block is most suitable. In this position the body will support the rotor, avoiding strain

on the bearing when the sideplates are being removed. Identify the appropriate assembly from the
illustration - Fig 1.

The sideplate is located in position by a shouldered screw alongside the “NIP” (ie where the rotor and
the body bore are closest). Unscrew the shouldered pin and the 3 capscrews holding the sideplate and
remove the sideplate assembly.

Slide out the worn blades and discard them. IF ANY OF THE BLADES ARE CHIPPED, MAKE SURE
THAT NO PIECES OF BROKEN BLADE ARE LEFT BEHIND IN THE ROTOR SLOTS OR MACHINE
BODY.

NOFURTHERDISMANTLING ISNEEDED FOR THE BLADE hEPLACEMENT. SEE2.5-6,7,8 AND 1,2,3,4,5, FOR
RE-ASSEMBLY FROM THIS POINT.

1.4 REMOVE THE ROTOR

Remove the coupling from the DRIVE-END of the shaft and with the machine positioned as in Fig 1.
remove the DRIVE-END cow, fan and sideplate assemly; then slide out the rotor from the body.

1.5 REMOVING THE BEARING, INNER RACE SLEEVE

After removing the rotor from the body; if necessary pull off the bearing inner race and sleeve using a
suitable extractor in the groove of the sleeve.

1.6 DISMANTLING THE SIDEPLATE

THIS IS ONLY NECESSARY IF DAMAGE TO BEARING OR SEAL IS SUSPECTED.

1.6.1

16.2

1.6.3

164

Unscrew the 3-capscrews holding the bearing housing capto the sideplateand remove it aloagwith any
shims fitted beneath it.

Pull out the bearing outer race from the sideplate.
Examine the seals in the bearing housing cap and sideplate and discard them if damaged.

Repeat with the other sideplate.
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2.6

2.7

CHECKING THE END FLOAT
2.6.1 Stand the assembly on the suction and delivery ports.

2.6.2 Fit a steel plate (approximately 100mm a 50mm x 6mm) to the machine using one cf the M10 holes
and capscrews by which the cowl s secured.

2.6.3 Using a dial test indicator with a magnetic stand, place the magnetic base onto the steel plate and
with the button of the “clock” on the end of the shaft, check that there is an end float 0.150mm - 0.292mir
(0.006" - 0.0115%) see Fig 4.

REPLACING THE FANS AND COWLS

2.7.1 Standthe assembly onthe suction and delivery ports withthe NON-DRIVE-END towarc's the front of the
bench.

2.7.2 Slide a new star tolerance ring along the shaft and into the groove in front of the sideplate assembly.

2.7.3 Tapthe fan (using a hollow “dolly” on the central boss), fins first, onto the star tolerance ring and against
the shoulder on the shaft.

274 Replace the NON-DRIVE-END cow! and mounting bracket. Fit the mount bracket on top of the
mounting bush and secure it with the 2 longer capscrews and spring washer. See Fig-5.

Fig 5.
2.7.5 Repeat with the DRIVE-END fan, cowl and mounting bracket at the other end of the machine.
2.7.6 Refit the relief valve into the threaded hole on the DELIVERY side of the machine.

2.7.8 Replace the coupling ontothe drive shaft and turn the shaft several times IN THE DIRECTION SHOWN
BY THE ARROW ON THE MACHINE BODY to ensure that the rotor revolves freely.

~

DRUM ENGINEERING RESERVE THE RIGHT TO ALTER DETAILS AND SPECIFICATIONS WITHOUT
NOTICE.
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If ordering spare pars, please (meplate attached to the machine along with
the complete identification the (

Tk Do wrh) =i’ 6 K AUD

A 300-5716 S

I
IFIN DOUBT ASK

Al 305 03 ¥ 661-2 1

@) _B00Y wanew:- 1o gt {SERBLY RRC_368-0 1

P e Qv fTes 0T - © Gmis} B :
1 6 s [norwosi-2 [

Jo ER RACE 403 70 1 2502 ?

FIRSTANGLE PROJECTION <] @ © scapmon T o Pkt WreIR ary

NOTE
JORQUE SETTINGS

ALL M1) (AP SCREWS = 3G Nm
M8 SHOULDER SCREWS = 15 Nm

. J r [ @- ASSEFBLY SC3ee0 7
\ & ' B[ a8: 0 % w27 |
\ R N QN N Tl e o an-q )
Y . d ox - 8 \
28 : WL E LIP IR X R 1
30 (R RaCt 3N 0 AR ]
2¢ LALE LIP e 31 B AD-2 ]
/@9-«. [ B[ 9 01w ass- 2 1
> 7 Vwoon WAS T 926~ 9 )
%9 ) 21330 W0 16 &50-2]2
e e - A ORVEEND  [a] 321 03 %6 636-2] 1

A N— VE_END Al 321 06 % 636

T 675 83 00 600~
~ - — <] 309 02 16 %0-2] 6
(i \ - QUNTING C1 I8 12 % 868-2] ¢

)RR s 2N ERANCE RING M75 0280 015 — )
Y, 5 3f M20 0807 040—& | 1
10 — ; — 50 7% 1 00 635-2] 2
S 7 s (] oo exs-202
25 | 772 1 00 635-2( 2
V50 ¢1 773 11 00 635-2]2
it & . ASC_(Leas AuG) T20 03 00 470-21 ¢
T RN . AN PLATE cJ6ent 000 &51-271
HUITD a0 STpiED z H — Varmosreie o 3] 658 14 00 000~ 2 g

| AN ; . plua 695 09 00 841-2] 2 [
| ) X v \CSrew €] 705 0400 059-2] 2
c: :#:J R i aald W_M10 « 20 MLS 007 020-9 16
21 . EW 6.6 M51 0038 006—
- W _HW0a35 H45 0107 035
FLANGE PACK ™~ RELIEF VALVE - @ LVE v200-0 K5 (=5
1o be fitled by despatch dept. T MK FLG-20
{_see contract for settng ) LABEL (sreco/presfc | 671 76 16 51— 2
ON_LABEL 61 41 00 451=2
NSTRUCTIONS 499 03 16
NSTRUCTIONS 99 06 16
+ opply 259(: 2g)of
fo /0.

fit PLUG after greasng, COwWL
plug_not to be removed )

BEARING L -

HOUSING 4= ‘

refer to mounting ‘instructions_

CLEARAMCE CHART [NOTE alf cle_rances to be checked wher tre machine 1s cold and before greass: '1_)

for positiorung_of feet

POSITION MAX MIN
1 | ROTOR/SIDEPLATE 0-200 0-150
2 | ROTOR/SDEPLATE 0-200 0150
3 | BLAGE /SIDEPLATE 0-227 0135
 {FLOAT 0292 0150
S { BLAGE /SLOT 0220 0070

T O A0 (w1 2oa, L0 LD

L Arrgt Of
» ITER 100
o N e R

4350316 J100 6



‘2.4

2.5

CHECKING THE SIDEPLATE/ROTOR CLEARANCE

2.41

242

243

244

24.5

246

Stand the rotor with it shaft in a vertical position, DRIVE-END uppermost and support Rfirmlyto preve:
it falling over.

Slide the DRIVE-END sideplate assembly down the shaft onto the bearing inner race and sleeve.

Place a weight onto the sideplate to make sure it is held down firmly and evenly, then, using 2 feeler
gauges of equal thickness at opposite sides, simultaneously, check that a clearance of

0.150 mm - 0.200 mm (0.006" - 0.008") exists between the sideplate and rotor faces.

This must be done in several places to make sure that the clearance is constant. If the clearance is
outside therecommended limits add or remove shims from underneath the bearing housing cap to
reduce or increase the clearance,

USE THE THICKEST SHIMS POSSIBLE, MINIMUM OF 1 AND A MAXIMUM OF 3 PER BEARING
CAP,

Remove the sideplate from the rotor.
Take off the bearing housing cap and withdraw the bearing outer race.

Smear a layer of grease into the recess on each side of the bearing outer race and fill the hollow on the
inside of the bearing housing cap with grease - AEROSHELL NO.5

IT IS RECOMMENDED THAT GREASES ARE NOT INTERMIXED: IF IN DOUBT CONTACT DRUM
ENGINEERING.

247

248

Refit and grease the bearing outer race. Refit the correct shims and bearing housing cap.

Repeat with the other sideplate at the other shaft end.

REPLACING THE ROTOR, SIDEPLATE AND BLADES.

251

25.2

253

254

255

256

Stand the machine body with the DRIVE-END towards the front of the bench and tilted as in Fig 1.

Carefully slide the rotor. NON-DRIVE-END first, into the body, MAKE SURE THAT THE SLOTS IN THE
ROTOR ARE FACING IN THE CORRECT DIRECTION - Fig 1.

Slide the DRIVE-END sideplate onto the rotor shaft taking care not to damage the seal and secure itto
the body with the shouldered pin and the 3-capscrews.

Ensurethat the seal inthe bearing housmg cap islocated concemncally around the rotor shah adjusting
the cap if necessary. A . S

Stand the assembly with the NON-DRIVE END towards the front of the bench and stili tilted as in Fig 1.

Make sure that each blade is undamaged, free fromoil, grease and dirt, and slide one carefully into each
slot.

ENSURE THAT THE LEADING EDGE OF EACH BLADE IS FACING IN THE CORRECT DIRECTION Fig 3.

257

258

/

Leading Edge
Fig 3.

Taking care not to damage the seals, slide the NON-DRIVE-END sideplate along the shaft and secure
it to the body with the shouldered pin and the 3 capscrews.

Make sure that the seal In the bearing housing cap is located concentrically around the rotor shaft.

Adjust the cap if necessary. 00 4
499.03.16 N



2.6

2.7

CHECKING THE END FLOAT

2.6.1

26.2

263

Stand the assembly on the suction and delivery ports.

Fit a steel plate (approximately 100mm a 50mm x 6mm) to the machine using one of the M10 holes
and capscrews by which the cowl Is secured.

Using a dial test indicator with a magnetic stand, place the magnetic base onto the steel plate and
with the button ofthe “clock” onthe end of the shaft, check that there is an end float 0.150mm - 0.292mrr
(0.006" - 0.0115") see Fig 4.

REPLACING THE FANS AND COWLS

2.71

27.2

2.7.3

2.7.4

2.75
2.76

2.7.8

Stand the assembly on the suctionand delivery ports withthe NON-DRIVE-END towards the front of the
bench.

Slide a new star tolerance ring along the shaft and into the groove in front of the sideplate assembly.

Tapthe fan (using a hollow "dolly” on the central boss), fins first, onto the star tolerance ring and against
the shoulder on the shatt.

Replace the NON-DRIVE-END cowl and mounting bracket. Fit the mount bracket on top of the
mounting bush and secure it with the 2 longer capscrews and spring washer. See Fig-5.

Fig 5.
Repeat with the DRIVE-END fan, cowl and mounting bracket at the other end of the machine.
Refit the relief valve into the threaded hole on the DELIVERY side of the machine.

Replace the coupling ontothe drive shaft and turn the shaft several times IN THE DIRECTION SHOWN
BY THE ARROW ON THE MACHINE BODY to ensure that the rotor revolves freely.

-

DRUM ENGINEERING RESERVE THE RIGHT TO ALTER DETAILS AND SPECIFICATIONS WITHOUT
NOTICE.

493.03.16 J100 &



DICTING Go0c00C
- 23RN m Bore x | MeTrC



JUPITER 100

2.5 BAR CONTINUOUSLY RATED

This machine is available with the
following ancillary item:s:

Suction filter

Air line non-return valve

Pressure relief valve ml §€9

[ e
=
W1 l ’\ Mounting holes
174 | 12 Da

Pressure line filter 120

muaEm™

AL A

| i

Adaptor trunk for close coupled

B LA * Broken lines indicate allernative mounting
265 195 \1\‘ bracket positions. Any combination s acosptabie

R

hydraulic motor.

providing one mounung bracket s fifted at sach
509 . end of Ihe machine

The folliowing drive systems are
available for use with this machine

K Powertake-off (shaft drive)

MAXIMUM AIR FLOW 147 m*/h
MAXIMUM WORKING

PRESSURE 2,5 Bar
SPEED RANGE 1000 - 1600 rpm.
WEIGHT  25kg.

K Lightweight Hydraulic system B i |
I Diesel engine and electric motor T H |2 LI
. L___ﬁp____ 256
Please ask for further details of any
of these ancillaries or drive systems Shaft End Details
10 150 Y
Add 10% to power for A 1600 rpm \'\.‘ I ! :
cold start conditions 74 . 1
8 — Z1 ] 1400 rpm = - i
POWER | FLOW S B
(kW) ] * P P 1200 rpm ( !'n’/h') \\\ ! 1600 rpm
- 71 1000 |
,/,1// pm 100 S \l\\
. // 1/ P P P~ L 1400 rpm
' L1 J1200 tpm
2 // / | P
i
o | . T 100 tpm
50
0 05 10 15 20 25 ;
PRESSURE (BAR) [
]
0

0 05 10 15 20 25
PRESSURE (BAR)

Drum International's poicy & one of continued deveiopment and,we
therefore reserve the nght 10 Ofter specfications without pnor notce

£ fDRUM\\

INTERNATIONAL

DRUM INTERNATIONAL LTD
PO Box 178, Edward Street Works, Tong Street,
Bradtord. West Yorkshire. BD4. 9SH. England.

Telephone (44) 274 683131. Facsimile (44) 274 683419. Telex 51141,
A SYLTONE COMPANY

DRUM INTERNATIONAL 498 08 00 001
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