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Spreader roll

The spreading effect of the curved rolls is obtained
through the curved steel shaft onto which rotate some

rolls mounted on boll bearings .

Externally onto the rolls is fitted ,as a rule ,a rubber
sleeve which is free to rotate,The curved spreader roll is

used for plastic film . paper .

products,or any time the installation of other types of

rolls is impossible.

The Winding angle (Fig.A)generally lies between 10 °

-100° max, depending on the web material.
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Installation

Optimum effect will be achieved by mounting the
spreader roll .
Long entry distance - B - short output distance

- C - The material web should always pass over

the concave side of the Bowed Roller
Dimension”B” should always be twice the exit
span  “ C” . Dimension “C” should be

approximately two and a half times of the Bowed
Roller.

Note: When install the Bowed Roller please
ensure that it is aligned both vertically and
horizontally onto the material web As shown in

fabrics and similar
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A,/ ¥ B /Web angle setting
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B H Wrapping Angle

A W RIEAS R M AT E N i, The wrapping angle “W” is determined by the
TR BEAS [5] [R) 25: M P A0 4R type of material being processed.

S . The following angles of wrap are
ATV JRIER 25-20° B 30-60° 4E/HK recommended:

15-30° . Paper industry

VEREANES 9 PA R PP I 1-6 THOK 60-90° .\ 8-20 forming fabrics 25-20° ;

MoK 45-60° 20 KDL L 45° EELE 15-20° . Wet felts 30-60° ; Paper/board 15-30° ;
gigrk: ML) 45-60°  FEJEAT 60-90° . Film and Foil industry

Films PP and PA

1-6 Micron 60-90° ;

8-20 Micron 45-60° ;
More than 20 45° ;
Metalised films 15-20°
Textile industry

General 45-60° ;
Extensible fabrics 60-90°
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S 75 9] 1 15 /Angle adjusting

v 3% 1) 25 0] PR B 41 / To eliminate creasing ,slack edges or slack centre.

1EH# S5 B & /Basic setting

WA w <
WRAP ANGLE SNHNG A BN %A [
AT RIME B A RAR MK T,
B Ty 2 AR

‘ To eliminate creasing the angle of entry and exit should
be identical .

The tension between the center and edge of the web

should be low and evenly.

T ) L
Recommended start up position
B HCML B FE S /Setting of slack centre
WRAP ANGLE M.
rﬂj i E AT 5% 7 1
LMK .

~ Rotate upward the angle of bow;
Tighten center of web.

ANGLE OF BOW

ROTATION
W [l WA
LA
WRAP ANGLE 41 W] /Removal of slack edges
o
; J‘ EENERE Vv

TR L.

. ANGLE OF BOW ~ R.otate downward the angle of bow
ROTATION Tighten edges of web

WHETH  RERA
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T 3R 1) 2235 5141 /Installation and adjustable of the spreader roll I

1. [ 5 5N E I S AN S 42 JHE 1 1 715 /Roll with fixed bow and gearbox

) =
s 1. For easy to install, use a soft hammer to beat

the lateral of the ball in the support, as shown in

1. T iflieede, 2edeni iRy isiz
Bt M AMUERAE, (L Figl) 3¢
FEMIAT DL ) BLAS BN — s

2. BIUB AR LR B B AR b

3. HFRIMIUB, S8 um Bk A
A TR LGS VR AN TR RS AL, TR T
22, W, Fig2

4, FHCE 3 A AU, Kl
TEHE 2 A (1) A7 &

5. FrE PN E R TN, L Fig3

(Figl).The support will move a little distance
laterally.

2. Secure the spreader roll mounting the
machine frame.

3. Turn the roller with the hand wheel. Make
the concave hole in the ball point the threaded
hole in the support.then tighten the clamping
screw. See (Fig2)

4. Adjust the spreader roll into its correct

position as described in page 3.

PR A A A ey S 43 8 A B A S

/Use a soft hammer to beat the lateral of

5. Tighten the clamping handle. See (Fig3)

the ball in the support

=
& u

34 /supports Fig 1 TSI /gearbox

VR TR AL FLA 5%, SRS TH 1'% F-#l /clamping handle
% Wi % /adjust the hand
wheel,and make the two holes Fig3

in same line then tighten the

clamping screw.

Fig2
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2. 0] 5 4 /Roll with Variable curvature adjustable bow

-

1AL T R B T A 1 L il 2 2 A [ v 1 ~ 1. The installation of the adjustable bow is same

2R as the normal bowed roll.

2. i T R A R T R TR 2. Adjust the amount of bow “DB” at the front of

J7 3 SR I RE [ N the square end axle using a wrench key or ratchet
spanner.

3. RVFR PRV TAE P, DR 3. Allows the operator to change the roll bow

JRS R B T while the machine is working ,depending on the
material to be processed ,and improve the cut

4. VRS ROIKRG 2B R I b 1 separation.

Bl NI 4. Be adjusted bow will now be held,record the

position on the scale at the front side of the axle.
5. I A 5. Please generate the high of bow adjustment
only clockwise.

Key

/
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2 $# BB I 4E 47 /Maintenance of the swivel worm gear.

) |

SCER R D gl i i AT (L Figd) , HRAET = AN AT, WA AT A H

, Greasing is done through the greasing nipples (see Fig4), In dry working conditions three times a month is

i)
o

adequate. For wet working conditions once a month is recommended.

T
Nipples for greasing

Page 5



3.0 AT T 5 /Roller with hydraulic adjustable I
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P&, A I RN, A
[ PR R AL A W R4 (4 R~ IR 2 oA 5
IR, IR E 5 I EBURIREE (3)
XN UGB AT TR R (4) RgruhaR
M, SRR RGEBATIE S, PrAASAT N
JHH

3. REDHT R T IR KD, T s 2
BT IS H RO IREE (3) W] LU T TT,
FH TR 5 3R B e o BEAS B[Rl —
AN Ayt AR R gy, 25 AT L
TR FY P 0 50 MR A AN T (1 A R T 95 K
VAR

W EZE [ hydraulic pump (1),

W HT/ slave hydraulic cylinder (2),
B 12 BE counter nut (3),

13 IR%T/ stop screw (4)

& }13/ pressure-manometer (5).
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1.The installation of the adjustable bow is same
as the normal bowed roll.

2.For setting the curve height the stop screw
(4) must be closed first. The rollers axis is
curved by pumps with the band lever. The
ideal bow height for the different webs and
applications are determined by watching the
web. The adjusted curve height is fixed by
band tied screwed of the counter nut (3) . Now
the constructed pressure can be relieved by
opening the stop screw (4). So the system is
free of pressure. Thus, any leak losses are
eliminated.

3.To re-adjust the curve height from this
position to a higher or lower level, the original
pressure must be pumped first again, until the
counter nut can easily be turned loose. The
new curve height can be adjusted and fixed by
the same process. A curve height always
corresponds with a corresponding pressure.
On account of the different diameters and
lengths of the roller np tables can be named
here. These are to be created after your
experiences.




B 5 iz %/ Cleaning and transport I
) N

ANELRE T ol AR B P g TR I, 75 S IR AR RS
TH YRR AN ASBE H ZKAE ELBE D i 1 10 25 55, By 08 B0 vl e v e

’ No aggressive solution or sharp tools may be used because they will damage the rubber sleeve .
When cleaning the roll,please ensure that water jets are not sprayed directly at the end seals ,to prevent the grease being
washed out of the labyrinth and seals.

AR 7 I AN G BT (K ), 5 D A AR P Bt Ay S el I il Sk i o

’ Never lift the roller in center, as this would lead to damage within the roller. Always attach the transport belts or

slings to the axle ends.

#/ Wrong %

f/Right
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