CHANGEOVER PROCEDURE

MACHIN E: Reicofil Spun Bonded Beams

PROCESS: Reicofil Spun Bonded Beams

MACH INE: Reicofil Spun Bonded Beams

PROCE SS: Reicofil Spun Bonded Beams

CHANGE FROM: Bico A B & E Die Pack (Exchange)

CHANGE TO: Bico A, B & E Pack (Exchangs)

CHANGE FROM: Bico A, B & E Die Pack (Exchange)

CHANGE TO: Bico A B & E Pack (Exchange)

CHANGEOVER TIME: 2 Hous 20 minutes

CHANGEOVER TIME: 2 Hours 20 minutes

CHANGEOVER TIME: 2 Hours 20 minutes

CHANGEOVER TIME: 2 Hours 20 minutes

! A ONLY PERSON S TRAINED HOW TO DO THESE TASK S ARE TO CARRY OUTTASK S & CRANE OPERATION 4 !

! A ONLY PERSON S TRAINED HOW TO DO THESE TASK.

SARETO CARRY OUT TASKS & CRANE OPERATION A !

A = SAFETY POINT & = QUALITY POINT G & = PPEs

REQUIRED % =TOOLS REQUIRED @ =CRITICALNOTE

A =SAFETY POINT & =QUALITY PONT G

£/ = PPEs REQUIRED % =TOOLS REQUIRED @ =CRITICAL NOTE

# MATERIAL STOOL S/PPEs REQUIRED FOR TASK &

# MATERIAL STOOL S/PPEs REQUIRED FOR TASK &

# MAT ERIAL S/TOOL S/PPEs REQUIRED FOR TASK &

# MATERIAL S/T OOL S/PPEs REQUIRED FOR TASK &

REFERENCES: Preparation Chedklist (S-SM-PR-75085)

Spun Spinpack Change ( S-SM-PR-7118)
(Binder # 5)

MATERIALS: Refer o references sbove
TOOLS: Refer toreferences above
PPEs: Refer toreferences above

REFERENCES: Freparstion Checklist(S-SM-PR-75085)

Spun Spinpack Change ( S-SM-PR-7118)
(Binder #5)

MATERIAL S: Refer toreferences sbove
TOOLS: Refer toreferences sbove
PPEs: Refer toreferences above

REFERENCES: Preparstion Chedklist(S-SM-PR-75065)

Spun Spinpack Change ( S-SM-PR-7118)
(Binder #5)

MATERIALS: Refer toreferences above
TOOLS: Refer toreferences above
PPEs: Refer toreferences above

REF ERENCES: Preparatfion Chedklst (S-SM-PR-75085)

Spun Spinpack Change ( S-SM-PR-7118)
(Binder #5)

MATERIAL S: Refer toreferences above
TOOLS: Refer toreferences sbove
PPEs: Refer toreferences above

Ne & £ SERIAL TASK S 1°' PERSON/SE1 8 Ne & B PARALLEL TASKS 2°° PER SON/S B3 & | ne | # EAPARALLEL TASKS 3*° PERSON/S 3 & | ne | # EAPARALLEL TASKS 4™ PER SON/S B3 %
First Pack Removal *A” or °E”
(OPERATION S)The color addifives needs to be turned off (OPERATION S5)The color additives needs to be turned off (OPERATION S) The color additives needs to be turned off (OPERATIONS)The color addifives needs to be turned off
and purged out and purged out and purged out and purged out
1 | Turn extruders off 1 1 1
2 | Sorape pack and Remove spin waste 2 2 2
3 | Cover the honey combs with the quench chamber covers 3 | Cover the honey combs with the quench chamber covers 3 3
Cover the intermediate channel with the 33" X7 lengths of Cover the intermediste channel with the 3 3 X7 lengths of
4 4 4 4
pressboards pressboards
Assigned persons fo begin bresking die pack bolts loose Assigned persons to begin bresking die pack bolts locse Assigned persons to begin bresking die pack bolts locse Assigned persons o begin bresking die pack bolts loose
5 | @it only necessary to bresk the bolt loose, donotwaste | 5 | @it is only necessary to bresk the bolt loose, do not waste | 5 | @ it 5 only necessary to bresk the bolt loose, donctwaste | 5 | @ it 5 only necessary o bresk the bolt loose, do not waste
energy unsorewing bolts using bresker bar racket energy unsorewing bols using bresker bar racket energy unsorewing bolts using bresker bar racket energy unscorewing bolts us ing bresk er bar racket
6 | Remove bols from where the cariage rests against pack 6 | Remove bolts fom where the carriage rests against pack 6 6
6 | Remove bols from where the cariage rests against pack 6 | Remove bolts Fom where the carriage rests against pack 6 6
o Using 12.5 ton hoist on the line orane, bring carriage down
7 | Go o drive side of beam 7 | Goto operstor side of beam 7 As::‘"‘."a:'e dy ‘:m( eededm”m machinery and sssist in 7 | through beam opening. Being aware of machinery and the
controfling load when n handle on camisge
s ) After chain hooks are detached from camisge, Lift up
» 2 Assist Crane stor. Lookout for machi and sssist in
8 | Unhook chains when carriage s lowered to the rails 8 | Unhook chains when carriage i lowered b the rails 8 | Sonroling Iuﬁhm i neny 8 z.::ade« bar and stage on yellow support stands on top
Roll the carriage under the die body, and begin rasing Roll the camiage under the die body, and begin raising
9 9 9 9
support support
10 Rase camiage support using hand orark sorew jack until 10 Get the X 2 M10 cap sorews per pack (secure pack to 10 10
sﬁﬁ & %" away from die face carriage)
et —
1 1 1 1 Insert M10 cap sorews through the cariage support to the
pack face
Continue to rase the camiage support until it is up tight
1 12 12 12
against the pack face
Each person has a designated ares o remove or replsce Each person has s designated ares to remove or replace Each person has 8 designsted ares to remove or replace Each person has s des ignated ares o remove or replace
bcls: Your zesson side toleft fthesupports where sidetcleficf thesuppos whee bolts: Your driveside o leficfthe suppors where bolts: You & ondrivesideioleficfthesuppots whes
fhe pack & being held the pack & being held. the pack & bemg held the pack s being held
Using the impact wrenches and 14 mm Allen socket Using the impact wrenches and 14 mm Allen socket Using the impact wrenches and 14 mm Allen socket Using the impact wrenches and 14 mm Allen socket
13 | sttachment remove the die pack bolts and plasce in the | 13 | sttachment remove the die pack bols and place in the | 13 | attachment remove the die pack bolts and place in the | 13 | sttachment remove the die pack bols and plsce in the
black/yellow side of bolts pywamid A bolts are HOT black/yellow side of bolts pyramid A bolts are HOT black/yellow s ide of bolts pyramid A bols are HOT bladk/yellow side of bols pyramid A bolts are HOT
14 Be sbsolutely positive all bolts and washers are removed 14 Besbsolutely positive all bolts snd washers sreremoved and 14 Be absolutely positive all bolts and washers are removed 14 Be sbsolutely positive sll bols and washers are removed
and accounted for. accounted for and accounted for. and acoounted for
15 When given the “Ok” by the crane onerstar| Lower the die 15 15 Go to Fd level get 125 on orane hoist and =zt in the 15 Go to 2rd level get 125 ton orane hoist and assit in the
pack with the camriage hand crank preparsation of the spreader bar in position at the beam preparation of the spreader bar in pos ition st the beam
1% Go to drive side and in with person 2 and pull the die pack 1% Go to the operstor side and in with person 1 and pull the die 16 1
carriage to the right under the opening to the upper level pack carisge to the left under the opening to the upper level,
17 7 17 Assist in the lowering of the spreader bar through opening 17 Lower the spreader bar through opening to die pack
to die pack camriage carriage

With SMED there are essentially 5 steps

v Preparation of Operations — get the place 5Sd as a prerequisite

v Elimination of Unnecessary Settings and Adjustments — tool elimination, tool unification, method

substation

v' Rationalization of handling and tightening means — ergonomics

v Synchronization — you do that while | do this at the same time

v’ Standardization — commit everything to a standardize work procedure

Two important documents come from a SMED event a Preparation Checklist and a Changeover
Procedure. Here is the most expansive SMED Changeover Procedure that | have done to date.
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A While the load is being lifted or lowered do not wak or

A While the load is being lifted or lowered do not wak or

Assistinthe die pack carrisge with spreader bar and move

Raise the die pack camriage with spreader bar and move

18 | place any parts of yourself under the load and keep hands | 18 | place any parts of yourself under the load and keep hands | 18 - 18 .
snd fingers out from camiage/quench chamber rail snd fingers out fom carrisge/quench che: rail over the railing and place beside the opening over the railing and place beside the opening
19 After load 5 no longer over the opening go and get the X3 19 After load 5 no longer over the opening goand get the X3 5 19 Assistinrasingthe die pack carriage with spreader bar and 19 Raise the die pack camisge with spreasder bar and move
5 —5 layers X 18 leader sheet (total of 9 leader sheets) —5 layers X 18 leader sheet (totsl of 9 leader sheets) maove over the railing and plsce beside the opening over the railing and place beside the opening
20 After load & no longer over the opening, getthe X35 -5 20 After load & no longer over the opening, get he X35 -5 20 Assist with removal of Teflon sesk from the die pack 20 Be sure sll Teflon seak from the die pack bresker plate are
layers X 18 leader sheet (total of 9 leader sheets) layers X 18" leader sheet (iotsl of 9 leader sheet) bresker plate using the flat head sorewdriver. removed
Layout X 1of the X5 layers thick leader sheets across the Lay out X1 of the X 5 layers thick leader sheets agoss the
21 | intermediate channel on p of the 3° X 7 lengths of | 21 | intermediste channel on p of the 3° X 7 lengths of
pressboards making sure it 5 centered pressboards mak ing sure it is centered
21 | Distribute the X 3 leader sheets per beam 21 | Distribute the X 3 lesder s pes beam 21 Detach haok§ #om camriage eyelets and hook o silver rings 2 Detach hod@frcmwnageeyele!ssnd hook to silver rings
at top of chains st top of chains
Layout X 1 of the X 5 layers thick leader sheets scross the Lay out X 1 of the X 5 layers thick leader sheet aoross the
» intermediste channel on op of the 3° X 7 lengths of » intermediste channel on op of the 3° X 7 lengths of 22 Assist with detaching spreader bar and have chain hooks » Place spreader bar on yellow supports and detach hoist
pressboards making sure it & centered. Sheets will not pressboards makingsure it s centered. Sheets willnotreach ready to place on hoist from spreader bar.
reach full length of channel) full length of channel)
Assistwith sttaching chain hooks to hoist and grey support. Assistwith attaching chain hook s to hoist and grey support.
Inresse speed of spin up speed extruders st the local s . Get tray of M10 cap sorews and cordless drill Get ray of M10 cap sorews and cordless drill
z operator control panel on 2nd level to 20 RPM 23 | Goto Tstleveland st beam tospin up st the operatar station | 23 Assist with aligning bolt holes in support to the removed b Assist with aligning bolt holes in support to the removed
pack pack
Note: When the purge waste sccumulstes on top of the Note: When the purge waste sccumulstes on top of the
leader sheets do not sllow it to accumulste to s point of leader sheets donot sllow it to accumulste 0 a point of where . .
24 | where it overflows the sides of the intermediste channel as | 24 | it overflows the sides of the intermediste channel as this will | 24 ::sdvt;z:ntopadl tsing total of the (12) M10bols. Only 24 finger :Lﬁ::n o pack using totalof the 12 W10 bolts. Only
this willmske it very heavy to move A Caution purge waste make it very heavy to move A Caution purge waste s HOT, 9= bl
& HOT, hesvyand melied hesvy snd mehsd
Remove puge waste from intermediste channel by Remove puge waste from intermediste channel by .
25 wrapping up withthesides of the leadershest and roll purge 2 wrapping up with the sides of the leader sheet and roll purge 25 Proceed to floor level while looking for possible persons 25 Z::Q:emifwlg,-s. ":5'(“::1"?7?:;“ towt:)dmb:::
up, and plsce out of the way of the wak ares, and Not on up, and place out of the way of the wak ares, and Not on top under load =s load & moved in the air to badk of line. ine. pal na e n
top of arr lines of ar lines
Repest Puging Process until clesr sheet of material & Repest Puging Process until clesr sheet of materisl & . . .
flowing down. No Black spots, a solid flow of poly i flowing flowing down. No Black spot, a solid flow of poly & flowing Alfom back of "_'e Iln.e st th.e red bariers at 5""" — Tsk epack o back of the line above the prehest oven, check
26 N N 26 N N 26 | (Operstor and Drive Side) Mskingsuwrencone is inthe area. | 26 N
down, with the ends tapering toward center. This may take down, with the ends tapering toward center. This may tske 3 . . for red barriers and for sssistant
Have pack cartin locstion for pack torest on
3 or 4 purges or 4 purges
Notify assigned person o dry ice blast that purging & Nofify assigned person o dry ice blast that purging & 27 7
completed and ok to clean the die body. completed and ok to clean the die body.
. . Go to 2% level get 12.5 ton orsne and sssist in the Goto 3” level get 12.5 ton orane and prepare spreader bar
2% | Teke a 15 minules bresk Takea 15 minules bresk b preparstion of the spreader bar in position st the beam = in position atthe beam
Assist Ird and 4th persons in preparing o s tart next pack Assist 2rd and 4th persons in prepering to start next pack 29 | Take a 15 minutes bresk 29 | Take a 15 minutes bresk
removal removal.
If 3rd and 4th person i finshed with second pack; continue If 3rd and 4th person is finished with second pack ; continue
30 | o the 3rd beam OR seek direction if 3rd and 4th person | 30 | to the 3rd beam OR seek drection if 3rd and 4th person | 30 30
needs assistance with removing next pack. needs assistance with removing next pack
Take the 3/4 drive 40" bresk er bars to the next beam (2nd Take the ¥4 drive 40" bresker bars to the next beam (2nd
3 kKl 31 3
or 3rd beam) or %d beam)
32 Unless, 2rd and 4th persons need assistance at previous 2 Unless, d and 4th persons need assitsnce st previous 12 Place tools and materiaks on mobile pegboards and move 2 Place took and materials on mobile pegboards and move
beam (2nd beam) start bresking bolts loose on 3rd beam beam (2nd beam) start breaking bolts loose on 3rd beam to next beam to next beam
Begin bresking die pack bols loose @ it & only necessary Begin bresking die pack bols locse @ it s only necsss ary to Begin bresking die pack bolts loose @ it & only necessary Begin bresking die pack bols loose @ it & only necessary
33 | o bresk the bolt loose, do not waste energy unsorewing | 33 | bresk the bolt locse, do not waste energy unsorewing bolts | 33 | to bresk the bolt loose, do not waste energy unsorewing | 33 | to bresk the bolt loose, do not waste energy unsorewing
bolts using breaker bar rack et wsing bresk er bar racket bolts using bresk er bar racket bolts using breaker bar racket
. . . . . . Make certsin the bolts fromwhere the carriage rests agsinst
34 | Remove bols from where the cariage rests agsinst pack 34 | Remove bolts fom where the carriage rests agsinst pack 34 | Remove bolts from where the camisge rest sgainst padk k"8 pack sre removed
= Go 1o 3rd level Using 125 ton hoist on the line orane, bring
" Go to ¥d level Assist Crane operstor. Lookout for N
35 | Go o arive side of beam 35 | Go to operstor side of beam 35 machinary and assist in coniroling load when neader 35 wn.gge down ’hl‘?l.gh- beam cpeﬂv ing. Being aware of
machinery and the handie on carrisge
. . . . B B After chain hooks are detached from camisge, Lift up
36 | Unhook chains when carrisge & lowered to the raik 36 Roll the camiage under the die body. and begin rasing 36 Assst(_:rane —ce outfor machinery and assist in 36 | spreader bar and stage on yellow support stands on top
support. controlling load when needed level
Rase camiage support wsing hand orank sorew jadk until Get the X 2 M10 cap soews per pack (secures pack to a7
support & %" away from die face carriage)
a8 Insert M10 cap sorews through the camiage support to the
pacr ==
Continue to raise the camiage support until it is up tight Continue to rase the camiage support until it & up tight
. . 39
sgainst the pack face against the pack face
Using the impact wrenches and 14 mm Allen socket Using the impact wrenches and 14 mm Allen socket Using the impact wrenches and 14 mm Allen socket Using the impact wrenches and 14 mm Allen socket
40 | sttachment remove the die pack bolts and place in the | 40 | sttachment remove the die pack bols and plsce in the | 40 | attachment remove the die pack bolts and place in the | 40 | sttachment remove the die pack bols and place in the

black/yellow side of bolts pywamid A bolts are HOT

black/yellow side of bolts pyramid A bolts are HOT

black/yellow s ide of bolts pyramid A bolls are HOT

black/yellow side of bols pyramid A bolts are HOT

Cont.

Page 2 of 7.




When given the "Ok" by the orane operstor, Lower the die

Go o 3rd level get 125 ton orane and assist in the

Goto 3rd level get 12.5 ton orane and prepare spreader

a2 pack with the camriage hand orank 2 42 preparstion of the spreader bar in position st the beam a2 bar in pos ition at the beam
a Go to drive side and in with parson 2 and pull the die pack 2 Go to the operator side and in with person 1 and pull the die a3 o
cariage to the right under the opening to the upper level. pack carisge to the left under the opening to the upper level.
Assist in the lowering of the spreader bar through opening Lower the spreader bar through opening to die pack
to die pack camiage carriage
Drive side: Attach the chain hooks to the die pack camiage Operator side: Aftach the chain hooks to the die pack
45 45 45 45
eyelets carriage eyeles
A While the load & being lifted or lowered do not wak or A While the load 5 being lifted or lowered do not wak or o . . . 2 " . »
46 | place any parts of vourself under the load and keep hands | 46 | place any parts of vourself under the load and keep hands | 46 :;:‘;:?h’:gr;?i:w d:r:acf( ::&;g::::::ra}:: barand 46 :::E“:'?:E W:dwlx;z‘:i;mw :‘a' snd move
and fingers out from carmriage/quench chamber rail and fingers out fom camiage/quench chamber rail 9 P pening 9 P e
a After load & no longer over the opening, getthe X35 -5 a After load & no longer over the opening, get he X35 -5 a7 Assist with removal of Teflon seak from the die pack a Be sure sll Teflon seak from the die pack bresk e plate
layers X 18 leader sheet (totsl of 9 leader sheets) layers X 18" leader sheet (iotal of 9 leader sheet) bresker plate using the flat head sorewdriver. areremoved
48 | Distribute the X 3 leader sheets per beam 48 | Distribute the X 3 leader sheets per beam INSTRUCTIONS FOR THE DISASSEMBLY OF B BEAM PACK START S HERE
§ All took ; for bresking and removing bolts; separating the
inaeme s of spin w 3, exdruder/s at e local Goto 1stlevel and set beam tospin up st the operator station | 49 | two plstes; and cleaning the polymer from the plstes need | 49 | Have " ratchet and 8 mm Allen ready in hand or nearby.
operator control panel on 2nd level to 20 RPM N .
to be in close oroximity to B beam upper level.
Note: When the puge waste accumulstes on top of the Note: When the purge waste accumulstes on top of the . ; B
leader sheets do not sllow it to accumulate to a point of leader sheets donct allow it to accumulste o a point of where ;?;‘:wmu; :g;e& mgoz:t;:adless;;:ll;:;\det‘:ea: mcr: After camriage is rested on top level floor. Begin bresk ing the
50 | where it overflows the sides of the infermediate channel as | 50 | it overflows the sides of the intermediste channel as this will [ 50 | hcsts . - 7omPe 1 50 | (16) M10 cap head botts locse, Only, Break locse. Then,
s o ) = . N s (might need 8 mm Allen wrench) and put in plastic tray for Ao b
this willmske it very heavy to move A Caution purge waste make it very hesvy to move A Caution purge waste & hot, hort Assistin removing all bolts from pacdk
is hot, heavy and melted heavy and meked reuseshortly
Remove purge waste from intermediste channel by Remove purge waste from intermediste channel by wrapping
" wrapping up with thesides of the leader sheet and roll purge s | with the sides of the leader sheet and roll purge up, and 54 Assist with Unhooking the chains of spreader bar from " Unhook the chains of spreader bar from carmriage; hook
~ | up. and place out of the way of the wak ares, and Noton | ~ [ plsce out of the way of the wak ares, and Not on topof ar |~ | camiage; hodk chain o silver ring at top end of chain. =" | chain tosilver ring st top end of chain
top of air lines lines
R . t Puging Pr s until des_r sheet of maalal_ N Rep_eal Purging Process until degr sheet of m_sEﬂaI_ = Assist with Placing the Spreader bar on yellow supports, Place Spreader bar on yellow supports, remove spreader
flowing down. No Black spots, a solid flow of poly i flowing flowing down. No Black spok, a solid flow of poly & flowing N 4 - "
52 s . . 52 - N . 52 | remove spreader bar from hoist. Attach chain hooks to hoist | 52 | bar from hoist. Attach chain hodks to hoist and to gray
down, with the ends tapering toward center. This may take down, with the ends tapering towsrd center. This may tske 3 and to gray support on floor. suppost on flcor.
3or 4 purges. or 4 purges gay sup| uw
Assistwith sttaching chain hoodks to hoist and grey support.
53 Notify sssigned person o dry ice blast that purging & 53 Nofify assigned person fo dry ice blast that purging & 53 Get tray of M10 cap sorews and cordless drill 53 Lift gray support up and over pack, aligning bolt holes with
completed and ok to clean the die body. completed and ok to clean the die body. Assist with aligning bolt holes in support to the removed padk lsy on top of pack
padk.
Move all purge to location that will not interfere with pack Move all purge o location that will not interfere with pack Attachsupport topack using total of the (12) M10bolts. Only Attach support to pack using total of the (12) M10 bolts
replacement replacement finger tighten Only finger tighten
Tske Lunch Bresk if not aready taken; (Communicate with Take Lunch Bresk if not akeady taken; (Communicate with Assist crane operstor and give a second set of eyes Lift orane hoist; (making sure hoist & aligned with center of
% Pack Change Leader) % Pack Change Leader) 55 watch for problems or safety issues. You may even do the 55 | pack) enough toslightly pull up on gray suppart. U Are NOT
g o= pr Y lifting pack with orane, ONLY oreating pull on the top plate
- . When fop is separated from botiom, raise top plste up so it
56 56 56 | Have the two 8-1/2" brass scrapers ready in hand 56 & sbout head level.
With 8 8 1/2" brass sorsper remove the top excess polymer With a 61/Z bras s soraper remove the top excess polymer
57 57 57 and let drop on top of botiom plate. @ Plates will be and let drop on top of bottom plate. @ Plates will be
reassembled to lower to ground level, so mating surfaces resssembled o lower to ground level, so mating surfaces
need to be free of excess polymer. need o be fee of excess polymer.
58 58 58 | Remove the Teflon seal on underside of top plate 58 | Remove the Teflon seal on underside of top plate.
59 59 59 59 | Move top plate over out of the way.
&0 &0 60 Continue removing polymer from bottom plate, agsin no &0 Continue removing polymer fom bottom plate, agsin no
excess polymer on surfsce that mates with top plste excess polymer on sufsce that mates with top plate
Reassemble the two plates as they were, using the same Reassemble the two plates s they were, using the same
61 61 61 | bolts, except for (4) bolts sll will be reused. Only finger | 61 | bolts, except for (4) bolts =ll will be reused. Only finger
tighten bolts tighten bols
Pro fo floor level while looking far passible persons Remove the (2 M10 bolts fomcarisgesupportichepack
62 62 62 e Bl i Inicl s micensl vl k- B ek o i 62 :I::e Prepare for raising pack and moving toward back of
At the back of the line set the red barmiers at both sides .
63 63 63 | (Operstor and Drive Side) Mskingsuwenoone is inthe area. | 63 Takepack b back of the Img  the prehest oven, check
N N for red barriers and for assistant.
Have pack cart in location for pack torest on.
Look for and Wait for crane operator to drop guide rope to Attach guide rope o operstor end of pack support When
64 64 64 | you and use rope to prevent pack fom swinging, twisting | 64 | pack & clear of prehest oven and assistant & ready, drop
and contacting other machinery. rope end to sssistant
&5 &5 &5 Take Lunch Bresk if not akeady tsk en (Communicate with & Tske Lunch Bresk if not akeady tsken (Know where the
Pack Change Leader) Rest of your group is)
Depending on where the Dry ice blasting process & on the Depending on where the Dry ice blasting process & on the Depending on where the Dry ice blasting process & on the Depending on where the Dry ice blasting process & onthe
6 first beam removed; confim if First pack & ready for 6 first beam removed, confim if First pack & ready for 66 first beam removed, confirm if First pack & ready for 6 first beam removed; confrm if First pack & ready for

replacement (If ready skip down to # ?7); or go to third pack
and prepare to bresk bolts loose

replacement (Ifready skip down to # 77); or go to third pack
and prepare to bresk bolts loose

replscement (If ready skip down to # ?7); or go to third pack
and prepare o bresk bols loose

replacement (If ready skip down to # ?7); or go to third pack
and prepare to bresk bolts loose

Cont.
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Third Pack Removal “E” or “A” Same as First Pack Removal; if the third pack to be remowed is “B”, then followB Pack (Second Pack Remowal) in structions

Replacement of Packs “A”, “E"” or “B"; Followthe instructions below for the cor

pack to be

Keep Die Body clear of polymer, with 2 brass soraper, that
may prevent pack sealing up on Die Body. (Sealing

Keep Die Body clear of polymer, with 3 brass sorsper, that
may prevent pack sesling up on Die Body. (Sesling

Assist orane operstor with: Fosition spreader bar close by
for quick sttachment sfter removing pack from prehest
oven. Prepwre to remove pack from prehest Oven.

Position spreader bar close by for quick sttschment after
removing pack from prehest oven. Prepare to remove pack
from prehest Oven. Protective Sleeves, Gloves, and Hawe

Protective S . Gloves, and H. the Cr Hoist, : .
o Surfaces) Clean off polymer that has dropped onto the 7 Surfaces) Clean off polymer that has dropped onto the press o °, Ve Sl e mv Sve Me Crans Host | 67 the Crane Hoist Chain Hooks, Cordless Drill with 8mm
Chain Hooks, Cordless Drill with 8mm Allen and chuck
press boards boards Allen and chuck adapior, 2 M10 Cap Head bolts close by st
adaptor, 2 M10 Cap Head bolts close by st the beam thsat the beam that the pack & being replsced
the pack & being replaced R PR
Oopen sir supoly o door ocoening valve: Open doar: Once

68 68 68 68 | door 5 completely open close air supply to door opening

valve

Prepere bok. and materiaks for pack piscement Algnment Prepere iools. and materials for pack placement. Alignment Have cneof the hooks inhand. **Pscks, suppart and intericr Position Hoist in front of prehest oven with one of the hooks
69 | Pins, bolt pyramid, 14mm Allen sockets, impact wrenches, | 69 | Pins, bolt pyramid, 14 mm Allen sock ets, impact wrenches, | 69 = - 69 . " - s )

of oven s HOT in hand. **Packs, support and interior of oven 5 HOT

ar lines, etc. air lines, etc.

Keep Die Body clesr of polymer, with  brass soraper, that Keep Die Body clesr of polymer, with 3 brass sorsper, that Place hook into eyelet on grey support bar sttachedto pack, Place hook into eyelet on grey support bar attached o pack,
7n | may prevent pack sesling up on Die Body (Sesling |, | may prevent pack sesling up on Die Body. (Sealing |, | mskingsure it lstched and on top of pack suppartbar. Take | ,, | making sure it latched and on top of pack support bar. Take
" | Surfsces) Clean off polymer that has dropped onto the |~ | Sufaces) Clean off polymer that has dropped onto the press | * ™ | notice of the two soreens and placement (small soreen | 7 | notice of the two soreens and plscement (small soreen

press boards boards towards winder) towards winder)

7 o) 71 Assist Crane Operafor by obtaining control of pack if 7 Raise Hoist, to lift pack up, being aware of hoist alignment

swinging of load becomes out of control with pack, to maintsin minimal swinging of pack

P P 72 Have cordless drill with 8 mm Allen socket and adaptor in 2 Centering Pack 35 much =s possible Place pack on

hand. carriage, using the 2 M10 cap head bolts o secure pack
Onee Crane stor have p pack down, begin Be sire bols e leaning over io prevent bols “pabhing”
73 73 73 | removing bolts on top, securing support to pack, Lean bolts | 73 support = = bd -
over to prevent bolss falling back into holes w
74 74 74 | Assistin guiding support to specified location 74 | Lift Support and place at specified location
75 75 75 Assist with removing ring from host and reattaching 75 | Remove Chainhooks Srom holat and pick up spresader ber.
spreader bar
Attach hooks to camisge eyelets, being sure chains are not Attach hook s to carisge eyelets, being sure chains are not

75 Clean Die body one lasttime, be sure sealing surfaces are 75 Clean Die body one last time, be sure sealing sufaces are 76 twisted 76 twisted
clean. clean Move spreader bar to camiage with pack, and attach hooks Move spreader bar to carriage with pack, and attach hooks

to camiage eyeles, being sure chains are not twisted to carriage eyelets, being sure chains are not twisted

When Crane operator is ready to lower carriage, move o When Crane operstor & ready to lower carriage, move to

drive side and clear of opening where camiage & lowered. drive side and clear of opening where camriage is lowered. .

N L 5 - Make sure Persons one and two are ready for camisge o

Get ali it hand. ** Ki hands d | Get al nt hand. ** Keep hands d ! -

4 Sigrmentpin in en eep hands dos i QT pin i ian = cown 77 77 | be lowered and that the die body hes been cleaned one last
When Crane operatar is ready to lower carriage, move o When Crane operator & ready to lower carriage, move to time . just before lowering carriage with down
operator side and clear of opening where camisge & oper gtor side and clear of opening where carriage is lowered. e 9 o=
lowered. ** Keep hands down! = **Keep hands down! **

Assist Crane operstor while lowering carrisge down; Do Not

handle or "direct” load unless itbecomes unstable; be aware Lower camrisge down; be aware of surounding equipment
78 78 78 of surrounding equipment and the handle of the camiage. 78 and the handle of the camiage Rest camisge whesk onio

Look for the camisge wheels to rest onfo railing at lower railing at lower level, be s ure rollers are seated comectly on

level; help in being sure rollers are seated correctly on railing.

railing

After camriage s seated carectly on railing above, remove After cariage & sested comectly on railing sbove, remove
79 hooks from eyelets in camriage. Place hooks onto silverrings 79 hook s from eyelet in carriage. Place hook s onto silver rings 79 79

hanging st top of hanging chain. Give the orane operstor o hanging st top of hanging chsin. Give the orane operator to

ok toraise the spreader bar out of beam opening. ok torsise the spreader bar out of beam opening.

When given the ok by persons one and two st lower level, After given the ok by persons one and two st lower level,

80 | Push carrisge to your left 80 | Push camrisge to your right. 80 | assist in raising spreader bar out of beam opening and sit | 80 | rasespreader bar out of beam opening and sit spreader bar

spreader bar on the yellow suppors on top level. on the yellow supports on top level

) Wastch snd slign the pack as it being raised. Do notsliow | _ Begin rasing pack foward die body, using theihand orank ) - ) i - )

8 . . . 81 | Watch and align the pack as it is beingrased. Do not allow | 81 | Quickly move down to 2nd level. 81 | Quickly move down to 2nd level.
pack o hit or be raised up agsinst monomer channels. . . H

pack to hit or be raised up against monomer channeks
Contit sing pack into die body instucted by Pack

82 | Have slignment pin in hand =3 Deiieapivting o cie Dody 81 Ins 4 82 | Assist with sligning pack into die body, 82 | Get slignment pin in hand

hange Leader

Quickly get one bolt s pecified for the ends of the padk (Four- Quickly get one bolt s pecified for the ends of the pack (Four-

M18 X 70 mm fotal); Insert into one of the end bolt holes, M18 X 70 mm fotal); Insert into one of the end bolt holes,

when bolt & being pushed down by die body, and you can Stopraiing pack when instructed; be sure pack is Not allthe 2 = S - when bolt 5 being pushed down by die body, and you can

84 1 stort the holt with 2.2 firns into dis body then the nercon 1 84 Lwsay un sosinst the dis body, (Crank will be mors difficult to 1 24 :'3: D:‘Eﬁ:& side of channel to sssist with starting ‘1841 ctort the bolt with 2.2 tirne into die body then the parson
raising the pack with hand crank, needs to be instructed 1o turn) PR FENR S S raiing the pack with hand crank, needs to be instructed o
sfop raising pack. You want pack to still be able to move if stop raking pack. You want pack o still be sble to move if
needed needed
=The four bolts on both sides (8 iotal) have to be hand **The four bolts on both sides (8 total) have © be hand **The four bols on both sides (8 total) have to be hand **The four bolts on both sides (8 iotal) hawe to be hand

85 | started and only 2-3 turns into die body, before the restcan || 85 | started and only 2-3 turns into die body, before the rest can | 85 | started and only 2-3 turns info die body, before the rest can | 85 | started and only 2-3 turns into die body, before the rest can

be inserted into the pack™*

be ins erted into the pack®*.

be inseried into the pack™"

be inserted info the pack =

Cont.
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% Your ares is on drive side to left of where the carrisge & % Your area i at front center between supports where the pack 86 Your rea i st front center between supports where the % Your ares is at font center between suppors where the
holding pack is being held pack i being held pack i being held.
o Hand Start sll bolts. and with only 2-3 turns each into die a7 Hand Start sll bols. and with only 2-2 turns each into die a7 Hand Start all bols. and with only 2-3 turns each into die a Hand Start all bolts. and with only 2-2 turns each ino die
body. DO NOT sorew any bolts up against pack body. DO NOT sorew any bols up against pack body. DO NOT sorew any bols up agains t pack body. DO NOT sorew any bolts up against pack
Be sure all bolts are started that can be started (Can't get Be sure all bolts are stsrted that can be started (Can't get Be sure all bolts are started that can be started (Can't get Be sure all bolts are started that can be started (Can't get
88 . 88 . 88 . 88 .
sbove camriage support, yef) sbove carriage support, yet) sbove carriage support, yet) sbove cariage support, yet)
89 | Go 1o back of channel with person number three. 89 | Rase pack frmly against die body 89 89
—
90 | Getan impact wrench with 14 mm Allen socket 90 | Grab impact wrench with 14 mm Allen socket 30 Eamdsettamemmwaﬁw Nm, with any extension if %0 Gaa::sﬁtaqmmen&aﬂ&() Nm, with any extension if
he Canter and go © in the Centz and go b g in the Canter and go o
™ |mpad wrench to turn bolt until it stops turnlng me bon ™ impact wrench o turn bol! \.ntll it siops turning the bdt 91 impact wrench to turn bolt until it siops tunlr\g the bolt. - impact wrench o furn bolt until it stops tumlr\g the bolt.
Tighten all bolts with impact wrench; *"Msking certain that Tighten all bols with impact wrench; “Msking certsin that Tighten all bols with impact wrench; **Msking certain that Tighten all bolts with impact wrench; “Msking certsin that
the Allen head & completely inside bolt head™. the Allen head is completely inside bolt head™. the Allen head is completely inside bolt head™* the Allen head is completely inside bolt head™
Starting in the Center, sgsin and go towsard operstor side Starting in the Center, again and go toward operator side S . . B . .
allowing impact wrench to turn bolt until it stops turning the allowing impact wrench to furn bolt until it stops turning the S‘ar}tnng i e C?"af‘ sgain and go towsrd operstar side s‘a‘f‘"‘g i fhe Ce}ntef‘ sgsin and go toward operatar side
e ) P behind the guy using impact wrench. Torque bolts that were behind the guy using impact wrench. Torgue bolts that were
92 | bolt. Tighten all bolts with impact wrench (Slotted Holes) | 92 | bolt. Tighten all bolts with impact wrench (Slotted Holes) | 92 . e = 92 phee B
" " : _ : " N s s just put in. (Slotted Holes) **Msking certsin that the Allen just put in. (Slotied Holes) **Making certain that the Allen
“Msking certain that the Allen head s completely ins ide bolt “*Msk ing certain that the Allen head & completely inside bolt . i - EREo e
head™ head™ hasd & compiataly irside bolt hasd' hesd 5 compeialy inside 5ok head
e o s e b e, siay 0 b, o e e ST s
93 | remasining bols while camriage & being removed fom die | 93 93 | Come out from badk of channel a3 Y. age sup . y A
clearance for cart to be moved out into open space. Fold
Y handle down.
a Hand start remaining bolts, impact tighten, then torque o a 94 94 | Lower spreader bar with rane hoist
180 Nm, ako.
% % ©On drive side, connect hooks to eyelets on carrisge, Give a5 On operafor side, connect hooks to eyelet on camisge % After given the ok torsise carriage, rase andsiton op level,
orane oper stor the ok to lift camiage Give orane operstor the ok to lift carrisge and plsce spreader bar on top of carisge support
96 | First forque 5 completed 96 | Firsttorque 5 completed 96 | Firsttorque 5 completed 96 Pt forpe ? Oamgleled. Increme die . nd exbuckes
zones to 220°C
97 | 15 minute bresk, and clarify ins Fuctions on what i next 97 | 15 minute bresk, and clarify instructions on what s next. 97 | 15 minute bresk, and clarify instructions on what is next. 97 n’:j :Smr:::&:nafeff minutes 1o start second torque of 200
Ifthird pack nesds removed, instruct to begin removing pack
the instructi iowusly outlined. (According o
During the wait, other tasks can be done; Start on other During the wait, ofher tasks can be done: Start on other During the wait, other tasks can be done: Start on other Pef_ - m_s _u s =2 praviolEly outin { g
N N p A"TE" or "B If all packs have been removed, move on o
beams pack replacement; clean up; moving took o next beams pack replacement clean up: moving took to next beams pack replacement; clean up; moving took to next replacing second pack (‘B" o “E/ A") When Dry ice blaster
location they will be needed: etc. location they will be needed; etc. location they will be needed; efc. hes completed all fesks, have him help with anything
needed to be done.
a8 After temps are inoreased o 220°C, wait 15 — 20 minutes a8 After 2mps are inoreased to 220°C, wait 15— 20 minutes for 9g After temps are inoreased to 220°C, wait 15 — 20 minutes a8
for stability stability for stability
Assist oper st ith: Positi ader bar cl b
fo’ss ;me me: :hef rem:‘.mswe Eﬁ:’; G;e; Position spreader bar close by for quick sttachment after
Keep Die Body clesr of polymer, with 2 brass soraper, that Keep Die Body clesr of polymer, with 3 brass sarsper, that e e P removing pack from prehest oven. Prepare to remove pack
) . . - . N oven. Prepare to remove pack from prehest Oven. N
may prevent pack sesling up on Die Body (Sesling may prevent pack sesling up on Die Body. (Sesling from prehest Oven. Protective Sleeves, Gloves, and Have
99 99 99 | Protective Sleeves, Gloves, and Have the Crane Hoist, | 99 . . P
Surfaces) Clean off polymer thst has dropped onto the Surfaces) Clean off polymer that has dropped onto the press N I the Crane Hoist Chain Hooks, Cordless Drill with 8 mm
Chain Hooks, Cordless Drill with 8 mm Allen and chuck
press boards boards adaptor, 2 M10 Cap Head close by st the beam that Allen and chuck adapior, 2 M10 Cap Head bolts close by st
C . ol the beam that the pack & being replaced.
the pack & being replsced
Toreplace the Second BiCo pack (“A” or “E”) followabove instructions, again.
Replacing “B"” pack
Open sr supply o door opening valve; Open door; Once
100 100 100 100] door 5 completely open close air supply to door opening
valve
Prepare ook, and materiak for pack placement Alignment Prepare fools, and materisk for pack placement; Alignment . - . . ) . ;
101| Pins, bolt pyramid, 14 mm Allen sock ets, impact wrenches, |101| Pins, bolt pyramid, 14 mm Allen sock efs, impact wrenches, [101 Haveongoithe:ods inhend “Packs, suppart sndlinerir 101 ‘Fbsmonrl’ustlnfromdpvehea‘lo/.enwnh one»o'the"!fo&s
- - ofoven s HOT in hand. **Packs, support and interior of oven E HOT .
ar lines, etc. air lines, etc.
102 102 102 102] Move hoist over Pack to be removed from preheat oven
Keep Die Body clear of polymer, with a brass soraper, that Keep Die Body clear of polymer, with a brass soraper, that Place hook into eyelet on grey support bar sttachedto pack, Place hook info eyelet on grey support bar attached o pack,
103 may prevent pack sesling up on Die Body (Sesling 103 may prevent pack sesling up on Die Body. (Sesling 103 masking sure it lstched and on top of pack supportbar. Teke 103 making sure it latched and on top of pack support bar. Take
Surfaces) Clean off polymer thst has dropped onto the Surfaces) Clean off polymer that has dropped onto the press notice of the two soeens and plscement (small soeen notice of the two soreens and plscement (small socreen
press boards boards towsrds winder) towards winder)
104 104 B Assist Crane Opersior by obtaining control of pack if 104 Raise Host, to lift pack up, being sware of hoist alignment
swinging becomes out of contral. with pack, to maintsin minimal swinging of pack
105| 105 105 Have cordless drill with 8 mm Allen socket and adsptor in 108| Centering Pack as much =5 possible Place pack on
hand. carriage, using the 2 M10 cap head bolts o secure pack
Once Crane Operstor have plsced pack down, begin . . -
106 106 106 | removing bolts on top, securing support to pack, Lean bolts | 106 SBE :oﬂue bolts are leaning over to prevent bolts “grabbing
over to prevent bolss falling back into holes upl
107 107 107 | Assistin guiding support to specified location. 107| Lift Support and plsce at specified location

Cont.
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Assist with removing ring from host and reattaching

108 108 108 spreader ber 108] Remove Chain hooks from hoist and pick up spresder bar
109 Clzan Dis body one lasttime, be sure sealing surfaces are 109 Clean Die hody one last time, be sire sealing surfaces e 109 Attach hooks to carisge eyele® | heing swre chain: are not 109 Move soreader har to caviage with pack| and atiach hooks
clean. clean twisted to carriage eyelets, being sure chains are not twisted

When Crane operator & ready to lower carriage, move When Crane operstor & ready to lower carrisge, move to . B Make sure Persons one and two are ready for camisge o
110] drive side and clear of opening where camriage & lowered. |110| operstor side and clear of opening where carrisge & lowered. |110 :{:r::e;i;h;::e\fno;eghsag?;;r:n‘:gitm pack 110] be lowered and that the die body has been cleaned one last
Get alignment pin in hand. ** Keep hands down! = ** Keep hands down! ** 3 time , just before lowering camisge with pack down
Assist Crane operstor while lowering carrisge down; Do Not
handle or "direct” load unless itbecomes unstsble; be sware Lower camriage down; be aware of surounding equipment
—— o «4a | ©f surounding equipment and the handle of the camiage |, ,,| and the handle of the camriage. Rest carriage wheek onto
ol e ***| Look for the camiage wheels to rest onto railing at lower | ' ''| railing at lower level; be sure rollers are seated comectly on
level; help in being sure rollers sre sested correctly on railing.
railing
After camiage & sested corectly on railing above, remove After camisge & sested comectly on railing sbove, remove
12 hooks from eyelets in camrisge. Place hooks onto silverrings 112 hook s from eyelet in carriage. Place hook s onto silver rings 112 112
hanging at top of hanging chain. Givethe orane operstor the hanging st top of hanging chain. Give the orane operstor the
ok toraise the spreader bar out of beam opening. ok toraise the spreader bar out of beam opening.
VWhen given the ok Dy persons one and two st iower ievei, After given the ok Dy persons one and iwo a1 iower ievei,
113 Push carriage to your left 113 Push carriage to your right. 113| assist in raising spreader bar out of beam opening and sit | 113| rasespreader bar out of beam opening and sit spreader bar
spreader bar on the yellow suppors on top level. on the yellow supports on top level
. . R ) Begin raising pack towsard die body, using the hand orank .
114] WZ("':::;‘E:::::‘: = ":E:’e’"fr;ﬁdﬁm";’:a'm 114| Watch and slign the pack as itis being raised. Donct allow [114] Quickly move down to lower level 114
pa P ags ) pack i hit or be raised up agsinst monomer channek
. . . . . Assist with aligning pack and have took ready to hand ©o
115l Have slignment gin in hand 445| Continue raising pack into die body as instucted by Pack | | _ . Took- (4) long 14 mm Allen Sockets. and bokt | 145] Get slignment pin in hand
= } Change Leader y T = N
trays
Insert Alignment pin into first bolt hole in corner, search for Insert Alignment pin into first bolt hole in corner, search for
threaded hole ins ide die body. Moving pack with pin o find Do Notraise pack agsinst die body until bolts are in and hand . threaded hole inside die body. Moving padk with pin o find
116| and start slignment pin into intended bolt hole. **Alignment [116 | staried. 116 S"’b:;:?‘ of channelandprepare to put bolts in stihe back |4 46| o <tart slignment pin into intended balt hole. **Alignment
pin should turn freely with no binding or continuous rubbing pin should turn freely with no binding or continuous rubbing
of the pack while sorewing pin into die body™* of the pack while sorewing pin into die body™.
mg"%"‘ﬁ :‘e tf;" ":',n""eoe"z ‘t’m"‘e dp‘:" ‘;“’; Quickly get one bolt for the ends of the pack (Three M18X
i " tal) AU ) NN N g . Stop rasing pack when instructed; be sure pack is Not all the 70 mmtotsl); Insert into one of the end bolt holes, when bolt
when bolt is being pushed down by die body, and you can A " - vl . . N
- = 5 way up against the die body. (Crank will be more difficult to & being pushed down by die body, and you can start the
117] start the bolt with 2-3 turns into die body then, the person |117 117 117 h " . -

. ) N turn) bolt with 2-3 turns into die body then, the person raising the
raising the pack with hand orank, needs to be instructed o . " e
sfop raising pack. You want pack to still be able to move if pack with hand orank, needs to be instructed to stop raising
needed pack. You want pack o still be able to move if needed
=The four bolts on driveside and 2 on operstorside (7 total) **The four bolts on drive side and 3 on operstor s ide (7 total) **Thefour bolts ondrive side and 2on operstor side (7 total) **The four bolts on drive side and 2 on operstorside (7 total)

118 have to be hand started and only 2-3 furns into die body, 118 have tobe hand started and only 2-3 turns into die body, First 118 have fo be hand started and only 2-3 turns into die body, 118 have to be hand started and only 2-3 turns into die body,
First then the four center bolts(Round Holes) must be then the four center bolts(Round Holes) must be started First then the four center bolts(Round Holes) must be First then the four center bolts (Round Holes) must be
started sk o™, before the remaining bols can be staried. slso™, before the remaining bolts can be started. started ako™*, before the remasining bolts can be started. started ako™, before the remaining bolts can be started

119 Your ares i on drive side to left of supports where the pack 119 Your ares i at front center between supports where the pack 119 Your ares i at back center between supports where the 119 Your area s on operstor side to the right of supports where
is being held. is being held pack is being held the pack i being held.

120 Hand Start sll bolts, and with only 2-3 turns each inio die 120 Hand Start sll bols, and with only 2-3 turns each into die 120 Hand Start sll bolts, and with only 2-3 turns each into die 120 Hand Start all bolts, and with only 2-3 turns each into die
body. DO NOT sorew any bolts up against pack body. DO NOT sorew any bols up against pack body. DO NOT sorew any bols up against pack. body. DO NOT screw any bolts up against pack
Be sure all bolts are started that can be started (Can't get Be sure all bolts are started that can be started (Can't get Be sure sll bolts are started that can be started (Can't get Be sure sll bolts are started that can be started (Can't get

121 . 121 . 121 . 121 -
sbove camriage support, yef) sbove carriage support, yet) above carriage support, yet) sbove cariage support, yet)

122| Go 1o badk of channel with person number three. 122 | Raise pack frmly against die body 122 122

123| Getan impact wrench with 14 mm Allen socket 123 | Grab impact wrench with 14 mm Allen socket 123 (:emdset(crmewvmmaﬂmNm.wm sny extension i 123 Gaaen:sa forque wrench at 180 Nm, with any extersion i
Starting in the Center and go toward drive side, allowing Starting in the Center and go toward drive side, allowing Starting in the Center and go toward drive side behind the Starting in the Center and go towsard drive side behind the

124 impact wrench to turn bolt until it stops turning the boit. 124 impact wrench fo turn bolt until it siops turning the bolt 124 guy using impact wrench. Torque bolts that were just putin. 124] guy using impact wrench. Torque bolts that were just putin.
Tighten all bolts with impact wrench; *Msking cerfain that Tighten all bolk with impact wrench; “Msking certain that {Slotied Holes) *Msking certsin that the Allen head i ({Slotted Holes) **Making certain that the Allen head &
the Allen head & completely inside bolt head™. the Allen head is completely inside bolt head™. completely inside bolt head™ completely inside bolt head™

126 126 126 126| Raise temps to 220°C in all zones

127 After temps are inoressed o 220°C, wait 15 — 20 minutes 127 After 2mps are inoreased to 220°C, wait 15— 20 minutes for 127 After temps are inoreased to 220°C, wait 15 — 20 minutes 127 After temps are increased o 220°C, wait 15 — 20 minutes
for stability stability for stability for stability
During the wait, other tasks can be done; Start on other During the wait, ofher tasks can be done: Start on other During the wait, other tasks can be done; Start on other During the wait, other tasks can be done Start on other

128| beams pack replacement; clean up; moving took o next |128| beams pack replacement clean up: moving took to next |128| beams pack replscement; clesn up; moving took to next | 128| beams pack replscement; clean up; moving took o next
location they will be neadad; stc location they will be neaded, sfc location they will be neaded; atc location they will 3
129 Second torque is 200 Nm @ 220°C; Begin st center of 129 Second torque & 200 Nm @ 220°C; Begin at center of beam, 129 Second torque 5 200 Nm @ 220°C; Begin st center of 129 Second torque is 200 Nm @ 220°C; Begin st center of

beam, agsin; torque all bolts

sgain; torque sll bolts

beam, again; torque sll bolts

beam, agsin; torque all bolts

Finish up or start on the third pack if it is still to be replaced or another pack is in need to be torque; COMPLET E these tasks.

Finishing up

Cont.
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3 rge wi b “Pun W “Pur . . . .
120] Wasi B ace bt i SC2 e ey o Pt e 130| Waste e pace B i SG3 arem vy o kel o [130] S22 P 2y 00k are makrins sl oo o Sprey spimret face rcughy wih st socey bere
hazards to cool for 48 hrs hazards to cool for 48 hrs ! ' '
131 131 131 131 Setbeam to spin up and begin purging st 10 rpm
Place all took on peg boards st ther respected location;
132 132 132 132| Check that both peg boards have ALL the ook placed on
them.
Look for lesks and any possible problems. After filaments
133 133 133 133 have started faling and entire spinneret has material
flowing, slow down purge to 1 rpm for drooling
134| Chang - hand to operations 134| Changeo ver - hand to op: 134| Chang - hand to op: 134| Changeover complete - handover to operations
135 Begin post changeover set in order activities 135 Begin post changeover set in order aclivities 135 Begin post changeover set in order activities 135 Begin post changeover set in order activities
136/ 136 136 136
137 137 137 137,
138 138 138 138
138 138 138 138
139 139 139 139
140 140 140 140/
141 141 141 141
142 142 142 142
143 143 143 143
144 144 144 144
145 145 145 145
146/ 146 146 146/
147 147 147 147
148 148 148 148
149 149 149 149/
150/ 150 150 150/
SUPPLEMENTAL INFORMAT ION - REFERENCES - TOOLS - MATERIALS - PPEs - JSAs - QRA - POST CHANGEOVER
1 1 1 1
2 2 2 2
3 3 3 3
4 4 4 4
5 5 5 5

Phew! That was quite a changeover...
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CHANGEOVER PREPARATION CHECKLIST

MACHINE: Reicofil
CHANGE FROM: Bico A, B & E Die Pack (Exchange)

CUHANCEQOVEDR TIME- 2 Hanrg 20 Minitac
i T . T Vil

AT ¥ i OUioc £Zu s TulSsS

! A ONLY PERSONS TRAINED HOW TO DO THESE TASKS ARE TO CARRY OUT TASKS A !
A =SAFETY POINT & = QUALITY POINT ¢ 2 =PPEs REQUIRED X =TOOLS REQUIRED ® = CRITICAL NOTE
¥ MATERIALS/TOOLS/PPEs REQUIRED FOR TASK #

REFERENCES: Spun Spinpack Change (S-SM-PR-7118)
(Binder # 5)
Changeover Procedure Reicofll BiCo A, B &
E Die Pack (S-SM-PR-7XXX)
MATERIALS: 2™ Level
Bolt Pyramids:
X 139-M16 x 70mm Allen cap head bolts for
B beam and empty pyramid for used bolts
(From Pack Room)
X 132 -M16 x 75mm Allen cap head bots for
A and E beam in the die bolt storage pyramids
(From Pack Room)
X8-M16x 70mm - will be in pyramid with rest
of A and E beam bolts (get from pack room)
X 2-M10 cap screws per pack - secures pack
to carnage (get from pack room)
X35 -5 layers thick X 18’ leader sheet - total
of 9 leader sheets (get from back of line or at
“A” frames between winder and slitter)
X 12 - Quench chamber covers per beam
(stored on 2™ leve guard rails)

v 2 2"V T lan~the Af nracchanrde
A O -9 Ao aThniyguis Ul picoouldius

2 |evel floor to left of beam)

3 Level:

X 12 - M10 Allen cap screws per pack to
attach to support - will be up to 36 if changing
all 3 beams (get from pack room)

Materials to clean monomer exhaust:

The next important document — actually it’s the first as it is this document the Preparation Checklist that
you should review first ahead of the changeover to the calculated preparation checklist lead time that is
how long it takes to prepare for the changeover. This needs to be done of course ‘external’ to the
changeover in time.
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TOOLS:

X 1-50000 Lbs. Overhead crane

X 1-18 4180 Lbs. Crane spreader bar

X 4 - 2000 Kg. Chain hooks (X 2 at each end of

spreader bar)

X 3 - Die pack carnage (X 1 at each beam)
u

ns
s (X

ACH Qe Ame b oo .

X S - 15" Spreader bar support stan
beam)

X 3 - Support beams (X 1 at each beam)

X 1 - Overhead crane remote control pendant
2nd Level mobile pegboard checklist:

X 2-1/2" Dnive 30" long breaker bars

X 2 —1/2" Dnive ratchet Adaptor w/ 16mm Hex
X 4 -471/2" Drive short extensions

X 1-9"1/2" Drive long extension

X 4-14 mm 6” long Allen %" drive sockets

X 3-14 mm 27 short Allen %2” drive socket

X 2 - Die pack alignment hex bolt pins

X 3-1/2" Drive air Impact wrenches

X 1-30" 3/8" Air hose extension

X 1- 32" Ice blasting machine extension hose
X 4-1/2" Drive torque wrenches

X 1-12" PryBar

X 1-3"Die body brass scraper

Tools to clean monomer exhaust:

X 1-5mm Allen wrench

X 1-3/8" Drive 8mm Allen socket

X 1 - Dnll chuck to 3/8” socket drnive adaptor
X 1-3/8" Drive ratchet and 10mm socket

X 1- 20" long extension ‘painting’ pole

X 1 - 18V 3/8” cordless drill (battery on charge in
pack room tool room)

L R S Ty
J at each

3rd Level mobile pegboard checklist:

X 1 - Dnll chuck to 3/8” socket drnive adaptor
X 1- 3" Brass scraper

X 2 -8 mm long Allen wrenches

X 1 - Chain shackles w/ big ring

X 1-1/2" Drive ratchet

TOOLS: Carts in place Riecofil (one for each pack)

Cont.
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PPEs: X -1 Pairleathergloves for all Involved PPEs: X- 1 Pairleather gloves for all Involved
X -1 Pair heat resistant arm sleeves for all Involved X -1 Pair heat resistant arm sleeves for all Involved
or jackets or jackets
X - 1 Face shield (for ice blasting)

Ne § [ CHECKLIST FOR 2 TEAM MEMBERS (1 8 Ne | 8 FQ CHECKLISTFOR 2 +1 TEAM MEMBERS F1 8

Compieie quick risk assessment

- | Compieie quick risk assessment

Get PPEs and put on

- | Get PPEs and put on

ENTIRE TEAM IS TO PREPARE FOR TASK AS LISTED
INSTRUCTIONS

BELOW, UNTIL NOTIFIED THROUGH THESE OR OTHER

FROM PACK ROOM

- | LEAD PERSON

Cart staged at back of Riecofil;
Bolt Pyramids (5 if changing 3 packs; 2 pyramids each =
A&E; 1 pyramid = B)

From the Pack Room, take this to Riecofil:

X 2 - Charged 18V Cordless Drill Batteries. (1 on 3rd
Level; 1 on 2nd Level)

X 14+ - M10 X 50mm Cap Head bolts (per pack to be
removed) (@ least 42) 12 per pack placed on 3rd Level,
(2 per pack placed on 2nd Level)

At back of line, make leader sheet to be used during
purging; five (5) layers and at a full arms length (Arms
stretched out wide) wide. Need at least 3 at each beam.

Stage tools @ beam that pack is being removed. (Peg

Check operation of overhead crane to ensure function in

nd i

1 | Board on 2™ Level at Backside of A beam, toward Fan | 1 all axis and that pendant batteries are not flat.

Room)
2 | Stage A beam bolts (Pyramid) on 2™ level on floor. 2 | Check 12’ overhead crane spreader bar is available

nd

3 Stage B beam bolts on 2% level on floor. (Red Trays) 3 | Connect tools and air lines, such as impact wrenches;

Carry Empty Pyramid to B beam, also.
4 | Stace E beam bolts on 27 level on floor. (Pvramid) 4 Connept 14 mm Allen sockets to breaker bars and

= v ’ extensions if needed

Persons Not involved in Monomer or Die Body Cleaning Extend air hoses from reels and place on floor under both

5 | now meets with pack change group and continues to | 5 | sides of quench chambers, so impact wrenches can be

follow rest of preparation procedures.

reached while beside beam.

DIE BODY AND MONOMER EXHAUST CLEANER

BE o b o R o b 4 ko AL b f__4i
MOOUK Clarne o Spreader bar aind stage al beain wieire 1ist

pack is being removed.

Cont.
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Set up the ice blasting machine, at the first beam being
removed, it is located in the batch room.

7 | Begin Procedure for Pack Removal.

Person conducting ice blasting cleaning on die body, gets
the X 1 570 Ibs/111ft. Blue container of dry ice (stored at
rack G1 in west bay, but use partial if one in batch room)

Person conducting ice blasting cleaning on die body get

T~ - o~ sm L Y ed e NANA
1 0OUIS @iy viateriais 1isled abuve 1o rey puaiu un £
Level

Person conducting ice blast cleaning make connections
to ice blasting machine, 110 power supply outlet, air hose
connections, nozzle connections, earth ground
connection.

10

Carry ice blast nozzle to 2™ level to where first die body
is to be cleaned

11

Uncoil 32’ ice blasting hose from 24 |evel (Located on 27¢
Level Peg Board) and lower Male end down to ground
level to connect to ice blasting machine

12

Connect nozzle hose to 32" extension end and connect
electrical control plug extension

13

Go to ground level and connect hose extension to 32’
hose from ice blasting machine

14

If necessary place safety cones alongside 110 power
supply cord and air supply hose to ice blasting machine

15

Person assigned to conduct monomer cleaning, get tools
and material listed above (Tools, and Materials located
on 2™ Level Peg Board) and stage at beam area to be
cleaned first

16

Position the X 3 yellow spreader bar support stands on
34 |level to the beam being changed

17

Begin Procedure for Monomer Exhaust Cleaning at a
beam that No team is conducting a PM or other task

18

At any point in time you are caught up and/or waiting on
any team, proceed to assist with pack changing process,
ask pack change leader what is needed

19

SuU

PPLEMENTAL INFORMATION - REFERENCES - TOOLS

-MATERIALS - PPEs - JSAs - QRA - POST CHANGEOVER

1

2

Cont.
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TOOLS PEGBOARD

| p—

| S |

N

B

l

|

O

O

This is my own design of a mobile or portable SMED tool board using Bosch aluminum profile and of
course polypropylene plastic pegboard.

Bosch now has their own profile design software that you can use to design your own projects. | used MS

Visio.




This is my own design of a mobile or portable SMED tool board using Bosch aluminum profile and of
course polypropylene plastic pegboard.

Bosch now has their own profile design software that you can use to design your own projects. | used MS
Visio.




This is my own design of a mobile or portable SMED tool board using Bosch aluminum profile and of
course polypropylene plastic pegboard.

Bosch now has their own profile design software that you can use to design your own projects. | used MS
Visio.
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This is a slitter knives line side storage rack that | designed and built. For a quick change of female or
male knives. The rack has 4 shelves each storing 5 knives. The two upper shelves are either new or re-
furbished knives with the lower two shelves are for to-be-repaired storage.

Page 1 of 2.




This is the finished deal. | later added storage posts for sharp and dull male knives...

Page 2 of 2.
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If you have a high mix of changeovers it's a good idea to figure out those combinations of molds or tools
types — left — right — back — front — US — UK whatever it may be and register a changeover matrix.
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Some changeovers can by their nature of the beast take a long time. Have a plan in place that shows a
timeline of completion. | develop this to track the changeover and set-up plan of action.
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This is my own changeover analysis worksheet with population chart showing what parts of changeover
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This is my own changeover analysis worksheet with population chart showing what parts of changeover

took the time amounts.




