Universal Machines
UMM/SK 80 E -
UM/HC 80 E

Operating Instructions
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Do not switch on machine unless you are conversant with operating instructions!

C
Y

_ § tﬁ}“‘



Stephan Universal Machines

are manufactured in series and each one is tested for performance,
reliability and safety.

Test data and performance certificates concerning your particular machine
have been recorded to provide retrospective information regarding its
building and testing.

In case of questions or when re-ordering, please quote the following
information:
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A.STEPHAN u. SOHNE HAMELN
[Type 1 [kw | A | [Baujahr |
[ Motor ] [Ps | |Per/s | {Betriebsdr.  barl]
2 | [U/min | [cos ¢ { |Druckraum Itr |
[ Masch. Nr. | [V | [D-Mot. P33E | [Temp.max. °C]

@ Made in Western Germany gj




Stephan Universal Machines

as described on the following pages are the result of careful design and are built in
accordance with standard engineering practice.

The electrical equipment conforms to VDE 0113, the motor design complies
with VDE 0530, and the machine conforms to German Safety Regulations.

All component parts which come into contact with food are manufactured
from high-quality stainless steel or other approved materials.

For after-sales service, our technicians are available to answer any queries
concerning the operation and maintenance of the equipment.

A. Stephan u. S6hne GmbH & Co.

D-3250 Hameiln 1, Federal Republic of Germany
Telephone 05151/ 7801, Telex 924 708 ast d

Stephan Machinery Corporation

30 Park Avenue, P.O. Box 762, Manhasset, N. Y. 11030

USA
Telephone (516} 627-7422 - Telex 967 878

Branches and Agencies \n more than 40 countries, details on requesl
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1. Technical Data

UMM/SK 80 E-lt and UM/HC 80 E

22-23
24-25
25-29
30-31
32-33
34-35
36-37
38-39

40

Bowl capacity

Width x depth x height
without control panel
Woeight: Machine net/gross*

Control panel net/gross*

Case dimensions, seawarthy,
Machine
Control panel
Qutput per hour
(depending on material)
Motor output
n=1500/3000 min-! at 50 Hz
1750/3500 min-1 at 60 Hz
or
n=1500/3000 min-! at 50 Hz
1750/3500 min-! at 60 Hz
or
n=750/1500 min-? at 50 Hz
875/1750 min—' at 60 Hz
Motor output of mixing baffle
n= 920/26,6 min-! at 50 Hz
1100/32 min~! at 60 Hz

approx. |

ApProx. cm
approx. kg
approx. kg

approx. cm
approx. cm

approx. kg

approx. kW
approx. kW

approx. kw
approx. kW

approx. KW
approx. kw

approx. kW 1,1
approx. kW 1,1

80
103x85x178
590/790
115/160

185x130x130
150x106x60

600

18,6722
18,5/22

15/18,5
15/18,5

10/17
10717

Fuses at 380 or 440 V
{delayed action)

Fuses at 200 or 220 V
{delayed action)

Water tubing

(max. permissible pressure
6,0 bar)

Steam tubing

(max. permissible pressure
4,0 bar)

Steam consumption per hour
at about 3,5 bar

at about 1,5 bar

Max. direct heating value
Max. double jacket working
pressure

Vacuum pump with motor
Air intake at 80 % vacuum
Max. air pressure

* lor seaworlhy packing

Technical modiiicalions reserved

approx. A 80

approx. A 125

374"

3/4"

approx. kg 120
approx. kg 60
approx. °C 127

approx. bar 2

approx. kW 1,1
approx. mih 13
approx. bar 10



2. Dimensions
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3.

[flustration




1. Support
2. Motor
3. Discharge valve, pneumatic, stainless steel
4. Discharge tube, 90° elbow
5. Terminal box
6. Bowl with double jacket
7. Lid hinge - torsion spring
8. Lid
. 9. Manual bleeder cock
10. Mano-vacuummeter
11. Overpressure safety valve
12. Vacuum valve, pneumatic
13. Vacuum connection
14. Mixing baffle gear motor
15. Dosing funnel
16. Disc valve, pneumatic
17. Dosing connection
18. Lid lock handle
19. Locking lever - bowl
20. Water discharge - double jacket cooling
or
Steam connection - double jacket heating

21. Water conneclion — double jacket cooling
or
Condensate drain — double jacket heating

22. Steam connection

23. Steam valve, pneumatic

24. Condensate drain

25. Safety switch - lid

26. Probe for electronic temperature measurement

27. Dosing water connection

28. Dosing water valve, pneumatic

29, Counterweight

30. Control panel

31. Watermeter impulse counter

32. Thermometer - remote temperature indicator

33. Selector switch “manual/automatic”

34. Program caontrol

35. Cylindrical piston water counter

36. Main switch

37. Mixing baffle

38. Processing insert

39. Steam non-return valve



4,

Connections for steam and water with

pneumatic valves.

Probe for electronic temperature meas-
urement. Condensate drain.

Dosing funnel with pneumatic disc valve
on dosing opening NW 65.
Pneumatic vacuum valve, safety valve,

mano-vacuummeter,
cock.

manual

bleeder

4.3

Description of Machine

The UMM/SK 80 E-ll and UM/HC 80 E Universal Machines are designed in
accordance with the latest state of food processingtechnology. The bowi, the
lid and the processing Inserts are made of high-quality stainless steel,

The support carries the motor with the flange-mounted bowl which is tiltable.
The tilt position can be locked easily by a locking lever.

Bowl

The bowl constitutes the processing area of the machine. After having
opened the lid, both loading and discharging can easily be done. For dis-~
charge, the machine axis is tilted.

With liquid products, discharge can be done via a pneumatic bowl discharge
valve. The appropriate screw connection is provided,

With three jet nozzles in the bowl bottom, steam or the required water quantity
directly reaches the product to be processed.

Thefeeler forthe electronic temperature measurement s installed in the most
effective area.

Forindirect cooling or heating, the bowl is pravided witha com pression-proof
doubile jacket.

Lid
The lid weight is carried by a compenéating torsion spring. Bowl and lid are

locked by three rapid locks. In this condition, the machine is pressure-proof
and vacuum-tight.

The mixing baffle shaft is guided through the lid into the bowl. Vacuum con-
nection and fittings are provided on top of the lid.

A maximum of three dosings openings can be provided on top of the lid. Apart
from the connection of loading tubes, they can be used formounting a dosing
funnel with pneumatic disc valve,

With machine type UM/HC 80 E a solid separator with integrated overpres-
sure valve, disc valve NW 65 and condenser connecting piece is mounted
instead of the overpressure valve.

Attention!

The lid safety switch at the bowl below the lid torsion spring interrupts all
processing functions with an opened lid.

Mixing Baffle Gear Motor

The gear motor is mounted on top of the lid and drives the mixing baffle with its
splined shaft. The baffleis slipped onto the shaft and secured by adisc, spring
washer and a socket head screw.

y
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4.4

narrow
wave-cut knife

Cutling insert
- high position

Main Motor

The flange-mounted main motor is situated directly below the bowl. The shaft
of high-quality stainless steel protruding into the bowl drives the processing
inserts.

The processing inserts can easily be removed from the shaft.
Avoid using force which could result in a distortion of the motor shatt.

The motor shaft can also be damaged if tools or other items are acci-
dentally left inside the machine when the main motor is switched on.

For weight compensation between bowl and main motor, the motor shell is
equipped with a counterweight.

Processing Inserts

Theinserts are the results of many years of experience. Every detail has been
tested in numerous trials resulting in constant improvements. They are made
of high-quality stainless steel and their shape and size are tailored to the
motor output, the shape of the bowl and the processes to be made.

For mincing and mixing processes, the cutting insert is used whereas for mere
mixing purposes, the mixing insert is available.

The shape of the processing insert causes a suction with rapid rotation thus
forcing the product towards the bottom of the bowl. The product has to pass
the rotating processing insert, is caught by it and thus processed.

Due to the constant top pressure, the product is pressed to the sides of the
bowl bottom, rises upwards along the bow| wall and is guided back to the pro-
cessing insert again. The circulation of the product is supported by the mixing
baffle which cleans the walls of bowl and lid with a plastic scraper.

For the UM/HC 80 E models, a special mixing baffle was developed which
carries additional stirrers (round or flat) and thus aliows an increased product
mixture.

i
ES
%
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Cutting insert " Mixing insert -
- low position homogeneous product mixture
with high degree of turbulence

The cutting insert complete consists of the knife shaft, the slant rings, the
knives, the lock nut with centrifugal wings and an additional pressure ring.

The fixed angled position of the knives is achieved with slant rings consecu-
tively numbered from top to bottom which are mounted in the proper order.

The knives have to be inserted with their oblique ground section pointing
to the bottom of the bowl in order to create the vortex mixing and high
turbulence mixing of the ingredients.

For various processes or in the case of lower product quantities, the pair of
knives has to be lowered. This is done by altering the position of the pressure
ring (see above illustration).

The mixing insert is used when fruit products are to be mixed into yogurt or
milk protein products.
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46 Fittings

4.7

The fittings are mounted on the machine and are ready for immediate operation.
Maintenance of these parts is not required. In case of disturbances, these parts can
easily be replaced. Maintenance-free steam return valves installed in the bottom of
the bowl prevent a return of the product into the valves. A condensate drain installed
directly in front of the steam valve operates automatically and prevents the conden-
sate from flowing into the bowl.

The safety valve mounted ontothelid is set by the factory in such away that the pres-
sure inside the bowl will not exceed 1,5 bar. The alteration of the valve’s blowing-off
pressure is prevented by a lead seal.

For cleaning, the entire safety valve can be screwed off without opening the lead seal.

Removal of the lead seal will void our warranty!

Electrical Equipment
The electrical equipment corresponds to the German VDE regulations 0113.

The control panel as well as the machine are readily wired, The feed line to the control
panet and the line between control panel and main motor have to be installed by a
local electrician in accordance with the enclosed circuit diagram. The control and
pneumatic feed lines as well as the line to the mixing baffle motor are however part of
the Universal Machine supply range.

Feed line at 200 or 220 V=4 x 16 mm2 Cu
at380or440V=4x 6 mm2Cu

Control can be made manually via push buttons or automatically via a program con-
trol. With manual operation, the functions of the switch contacts to be set at the tem-
perature indicator are maintained.

The left contact of the temperature indicator automatical closes the vacuum valve
and thus switches off the vacuum pump connected in series to it. The setting of this
contact should not exceed 70 °C in order to avoid the product to be sucked into the
vacuum tubing,

This applies for the UMM/SK 80 E-l model.

With the UM/HC 80 E model, the left contact is effective only in connection with the
program control. The card stopping during vacuum cooling is started again by the
contact when the cocling temperature set has been reached and switches off the
vacuum pump when continuing. Vacuum cocling is possibie to a lower limit of 50°C.

The right contact at the femperature indicator automatically switches off the steam
inlet. The setting of this contact must not exceed a maximum of 127 °C. Switching on
of the steam valve is possible only after the temperature falls short of the value set.

Installation and Commissioning

Installation, training, and commissioning is made by one of our experts. Usually sev-
eral days are required for proper training and start-up. Helpers and hoists will be
made available by the customer.

Due to its weight and the relatively vibrationless run, the Universal Machine need not
be fixed to the ground. ARter having connected all supply lines, the following pro-
cesses are checked with the machine empty and without water and steam inlet. The
processing insert should be removed from the machine.

a. Check for the clockwise rotation of the main motor shaft as is shown by the
arrow on the motor bearing shield. This check should be made for both speeds.
The lid has to be kept close!

The direction of rotation can be checked by observing the splash plate below the
bottem of the bowl,

b. Check for the counterclockwise rotation of the mixing baffle, The rotation can
be checked by observing below the gear motor mounting flange.

c. Check for the direction of rotation of the vacuum pump motor, The arrow indi-
cates the correct direction. In case of wrong direction, change two phases onthe
appropriate connections in the control panel.



Mounting of the knives - right-hand
thread

§ +

Locking of processing insert

Attention, left-hand thread

d. Check whether the vacuum valve as well as the steam and water valves
correspond to the indications at the control panel.

e. Vacuum inspection: Fill machine with about 30 | of water, lock bowl lid and
switch on vacuum purnp. With a vacuum of about 50 %, switch off vacuum
pump and switch on main motor as well as mixing baffle motor. With the
machine in operation, the vacuum may drop by a maximum of 6 % within
5 minutes.

f. Place cutting insert upside down onto tool carrier and tighten nut on the
bottom of the insert with the wrench supplied.

The seat of the knives must be absolutely tight!

Trial Run and Cleaning
Together with the trial run, the first thorough c¢leaning is made.

Place cutting insert onto motor shaft and tighten knurled nut with wrench and
holding pin supplied.

Fill about 60 litres of cold water via the dosing device into bowl and add a
neutral cleaning disinfectant.

a. Close lid and lock it.
. Switch mixing baffle on to “mixing baffle I".
. Switch main motor on to “main motor slow".

. Switch on vacuum by actuating “vacuum I".

o 0o o o

. Switch on steam valve via “steam valve I'.

The increase in water temperature is automatically indicated. With about
70°C, close steam valve and let machine operate for another few minutes
in order to ensure thorough cleaning.

Switching off of the machine is done in reverse order.

After the termination of the trial run, depressurize machine by actuating the
bleeder valve, Check for a pressureless condition with the vacuum manom-
eter prior to opening the lid.

Empty machine via bowl valve or by tilting bowl and flush with clear water.

After loosening knurled nut, remove processing insert from motor shaft clean
bore with a bottle brush.

Clean varnished machine parts with a sponge and mild soap suds.

The machine is water-proof for thorough cleaning.

Attention!

The motor protection complies with IP 44.
The motor must not be hosed down with water or any other cleaning
agent.

Injection of water especially into the air cooling device of the motor is pro-
hibited.

Damages resulting from such treatment will not be covered by guarantee,

1
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7.1

7.2

Operating Instructions

There are a great number of applications for this machine and it would go
beyond this manual to mention all of them. We therefore restri¢t the descrip-
tion to the following procedures:

7.1 Thermic treatment of curds, fresh cheese and pulpy milk products
7.2 Pasteurizing of yogurt with fruit addition

7.3 Production of processed cheese with 95 to 115 °C
7.4 Subsequent adding of recipe ingredients

7.5 Direct cooling

7.6 Indirect cooling

7.7 Production of fine liver sausage

7.8 Production of coarse liver sausage

7.9 Production of raw marzipan

7.10 Production of 80 % mayonnaise

7.11 Production of 50 % salad mayonnaise

For further instructions, please get in touch with our specialists.

Processing speed |, n= 1500 or 1750/min
Processing speed ll, n= 3000 or 3500/min

Thermic treatment of curds, fresh cheese and
milk products

1. Fill all ingredients into machine.
Maximum total quantity: 70 kg.
The raw materials can be filled in manually or — with suitable machine
outfit — via dosing devices of the machine.

. Close lid and lock it. Close bleeder valve.

. Switch on main motor. Processing speed |,

. Switch on mixing baffie motor.

. Switch on vacuum pump and open vacuum valve.

. Open steam valve, steam pressure 1 to 1,5 bar.

. At about 55 °C, the left switch contact in the temperature indicator
switches off vacuum pump and closes vacuum valve.,

. As soon as about 65 °C is reached, the steam valve is closed by the
right switch contact.
The desired switching temperatures can be set at the front of the
indicator.
9. After closing of the steam valve, both motors are switched off.

10. The temperature holding period starts and lasts for 30 to 60 seconds.

11. Vacuummeter shows no excess pressure, but slight vacuum.

12. After termination of temperature holding period set, open hieeder valve

and check pressure compensation at vacuummeter.
13. Machine can be emptied now.

~ TN W
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Pasteurizing of yogurt with fruit addition

The production procedure is the same as described under item 7.1 with
the following changes:

Vacuum operation is stopped at between 65 and 70 °C.

The steam valve is closed at a pasteurizing temperature range of between
B5 and 95 °C.

After termination of temperature holding period, indirect cooling via the
double jacket can be made.

Despite thermic treatment and pasteurizing, the following facts are important
to be observed:

The way of cooling as well as the sort of packages used are of great
importance for shelf-life,

Contact and reinfections as well as bad closing of packages can shorten
sheli-life.
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74
7.4.1

7.4.2

Production of Processed Cheese with 95to115°C
- Girinding, Blending and Cooking -

1. Fill raw cheese and all other ingredients into machine, Maximum totai
quantity: 40 to 50 kqg.
Maximum weight per piece: 2 kg.

2. Close lid and lock it. Close bleeder valve,

3. Switch main motor to processing speed I,

4. Switch on mixing baffle motor,

Operational time of main motor:
about 30 sec. with processing speed |
about 90 to 120 sec. with processing speed II

5. Switch main motor over to processing speed I.

8. Switch on vacuum pump and open vacuum valve.

7. Open steam valve, steam pressure 3 to 3.5 bar.

8. Switch off vacuum with about 70 °C via left contact of temperature
indicator.

9. Close steam valve at 95 to 115 °C via right contact.

10. inject recipe water through cylindrical piston water counter into heated

product (direct cooling) and flush the remaining water in the tube with a
short steam injection into the cheese,

If the recipe water is not sufficient for a cooling down to at least 95 °C,
indirect cooling via the double jacket has additionally to be made. Water
inlet and discharge from double jacket are made automatically.

11. Switch off both motors.

12. Vacuummeter shows: no excess pressure but slight vacuum.
13. Open bleeder valve and check for pressure equalization.

14. Open machine and empty it,

Subsequent adding of recipe ingredients
Without dosing funnel

The adding of special additions such as ham, mushrooms, crabs etc. can be
made according to the following procedure:

1. After termination of meiting process, open lid after pressure equalization,
2. Manually add additions to melted cheese.

3. Close lid and lock it.

4. Switch on mixing baffie motor.

5. Let main motor run for 1 to 2 seconds with processing speed |.

6. Switch off mixing baffie motor.

7. Open machine and empty it.

If additions are to become finer, operation period can be extended to a
few seconds.

With dosing funnel

If machine is equipped with dosing funnel, the opening and closing of lid
described under item 7.4.1 need not be done.

Procedure;

1. Fill dosing funnel with additions.

2. Via push button “funnel valve open”, the funnel's contents is transported
into machine.

3. Via push button “funnef valve closed", the dosing funnel is closed again.

4. Switch on mixing baffle motor.

5. Let main motor run for 1 to 2 seconds with processing speed |,

8. Switch off mixing baffle motor.

7. Open machine and empty it,

13
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75

7.6

77

Direct Cooling

In order to cool down the ultra-hot product by shock, cold tap water is added
directly to the product via nozzles at the battom of the bowl.

For this purpose, the water quantity prescribed by the recipe can be used for
cooling.
The water pressure should at least be 2 bar,

Depending on the machine model, the following dosing procedures can be
applied:

1. Indicated liquid dosing
input and stopping water injection is made manually via push button,. The
quantity can be checked at the cylindrical piston water counter.

2. Liquid dosing with preselection device
The preselected water quantity flow is actuated after pushing push button
“water valve”.
Automatic switching off is made as soon as selected water quantity is
reached.
The liquid adding can be made automatically with program control if
provided.

After cooling water addition, a short steam injection has to be actuated in
order to remove the remaining water from the nozzle feed lines.

During the cooling period and for another 15 seconds or so, main motor and
mixing baffle motor remain switched on in order to incorporate the water into
the product. .

IF the cooling effect of the recipe water is not sufficient, additional cooling
in indirect manner is possible.

Indirect Cooling

Indirect cooling {double jacket) is used where no water is to be added to the
product or where a slow cooling is required.

For this purpose, water as cold as possible has to fiow through the double
jacket.

Control of double jacket cooling is made manually via push buiton *double
jacket cooling”. The cooling period can be chosen freely. Temperature
decrease is read off the temperature indicator.

With program controlled machines, double jacket cooling is made via pro-
gram cards. The appropriate cooling period has to be determined in advance
and is integrated in the program as a fixed cooling period.

During coaling, the mixing baffle has to be in constant operation and product
circulation is supparted by the main motor aperating in intervals.

Production of fine liver sausage

according to the Stephan LP Process

1. Fill a maximum total quantity of about 50 kg of bacon, cheeks and rinds
into machine.
. Close lid and lock it.
. Close bleeder valve.
. Switch on main motor (processing speed I) and mixing baffle motor.
. Open steam valve, steam pressure 3 to 3.5 bar.
. With 85 °C, close steam valve, switch off mixing baffle motor and open
bileeder valve.
. After pressure equalization, check at vacuummeter, unlock lid and open
machine,
8. Fill the whole (not prechopped) cold liver {about 0 °C), spice and
thickening agent into machine.
9. Close lid and lock it
10. Switch on main motor (speed I} and mixing baffie motor and let them
run for a period of between 30 and 120 seconds depending on the
desired degree of fineness, mixture and emulsification.
11. Switch off machine and empty it.

;oA whN
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7.8

79

The processing period described under item “10” can be reduced con-
siderably if the product is subsequently processed in the Microcut.

The desired degree of fineness with the Microcut is achieved by choosing
the appropriate cutting slit.

Production of coarse liver sausage
according to the Stephan LP Process

1. Fill 2 maximum total quantity of about 50 kg of bacon, cheeks and rind
pulp into machine.

. Close lid and lock it.

. Close bleeder valve.

. Switch on main motor {speed 1) and mixing baffle motor.

. Switch off main motor after a period of about 15 sec.

. Open steam valve, steam pressure 3 to 3.5 bar.

. With about 85 °C, close steam valve and switch off mixing baffle motor.
The temperature holding period starts. If necessary, heat up indirectly.
8. After termination of the temperature holding period set, open bleeder

valve and check pressure equalization with vacuummeter,
9. Unlock lid and open machine.

10. Add the whole (not prechopped) cold liver (about 0 °C), spice as well as

thickening agent.

11. Close lid and lock it.

12. Switch on mixing baffle motor and let it run for about 120 seconds. During

this period, switch on main motor four or five times for 15 seconds each.

13. Switch off machine and empty it.

~N oA WM

Production of raw marzipan

1. Heat bowi with doubie jacket heating to about 70 °C.
2. Fill all raw materials into machine.
Maximum total quantity: 60 kg.
3. Close lid and lock it.
4. Open bleeder valve.
5. Switch on main motor. Processing speed |.
6. Switch on mixing baffle motor.
7. Depending on the desired roasting temperature, heat with direct steam
injection to between 80 and 95 °C.
8. Switch over main motor to processing speed |l.
Running period 4 to 10 minutes depending on the desired degree of
fineness.
9. Open valves for separate ventilation.
10. Switch on vacuum pumgp and condenser cooling (vacuum cooling).
11. Close bleeder valve.
12.In accordance with the temperature, close the valves for separate
ventilation one after the other.
13. At about 65 °C, switich main motor to processing speed | for about
3 seconds.
14. Stop vacuum cooling at about 50 to 55 °C.
15. Open bleeder valve.
18. Circulate marzipan with the main motor two times for about 2 seconds
at an interval of about 30 seconds.
17. Switch off mixing baffle motor one minute after having opened bleeder
valve,
18. Open machine and empty it.

15
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710 Production of 80 % mayonnaise

7.11

1.

Fill all ingredients with the exception of salad oil and vinegar into
machine.

. Close lid and lock it.
. Switch on main motor (speed {) and mixing baffle motor.
. After a mixing pericd of about 30 seconds, fill into dosing opening in lid

the salad oil and then the vinegar into the running machine.

. Depending on the consistency, emulsify optionally for 30 to 80 seconds

with processing speeds | or |,

. Switch off machine and empty it.

Production of 50 % salad mayonnaise

1.

N

-~ M

8.
9.
10.
11.
12.
13.

14.
15.
16.
17.
8.
19,

20.

21,

Fill ingredients such as starch, stabilizers, spices, and water into
machine,

. Close lid and lock it.
. Close bleeder valve.
. Switch on main motor {processing speed I} and mixing baffle motor and

mix for about 30 seconds.

. Switch on vacuum pump and open vacuum valve.
. Open steam valve, steam pressure 1 to 1.5 bar.
. At about 60 °C, the left contact in the temperature indicator switches

off the vacuum pump and closes the vacuum valve.

At about 95 °C, the right switch contact closes the steam valve.

Switch off main motor.

Open valves for separate ventilation while running mixing baffle.

Switch on vacuum pump and condenser cooling.

Switch on indirect cooling (double jacket).

Corresponding to the temperature, ciose both valves for separate
ventilation one after the other.

Switch off vacuum pump and condenser cooling at about 50 to 60 °C.
Switch on main motor, processing speed I.

Fill egg yolk via dosing funnel into machine and close funnel valve.
Switch on vacuum pump and switch it off again with a 30 % vacuum.
Add salad oil and vinegar via dosing valve.

Depending on the consistency, let mator run on processing speed Il for
about 30 to 60 seconds.

Switch off double jacket cooling, main motor and mixing baffle motor,
open bleeder valve.

Open machine and empty it.



8. Steam Preparation Station

For direct steam heating, saturated steam of drinking quality is required
containing little residual moisture.

Guiding values for steam connection:
Steamn generating capacity: 2.5 kg steam/min

Steam initial pressure; 6 to B bar
Steamn pressure: 3.5 bar at machine connection
Steam feed line; 347 = NW 20

In most cases, the following measures have to be taken:

a. Dehumidifying with a condensate collector (cyclone) which is auto-
matically dewatered by a condensate trap. For quick draining, a hand cock
can be provided.

b. Pressure regulation with a pressure reducer with superposed filtering
screen.

Ifsteam preparer supplies physiologically perfect steam, no furthermeasures
need to be taken. If this is not the case ~i. e, hydrazine addition in the boiler
water —then an activated charcoal filter with condensate collector has to be
added.

The pressure difference in front and after this filter should range between
about 0.2 and 0.6 bar. If the pressure difference becomes higher than about
0.6 bar, this is caused by a heavy contamination ofthe filter. Inthis case, afilter
cleaning according to the following procedure is required:;

Unscrew lid in pressureless condition (see § 33 on page 20) and take
out insert with filter cartridges. Take filter cartridges aut of their holder and
clean each of them. Carefully wash contamination off the outer jacket
with a soft brush and clear water.

If cleaning does notlead to the desired result, the filter cartridges have
to be exchanged by new ones.

When installing again, care must be taken that the screws of the lid are
tightened uniformly and only to such extent as is required for sealing.

Brokenand thus damagedfilter cartridges have to be replaced bynewones. A
break can be detected by the fact that the pressure difference normally
traceable in front and beyond the filter has vanished,

Cyclone

~ condensate separator Manometer
Filtering Activated charcoal filter
screen rPressure Manometer

Filtering screen
at machine

Steam inlet [

____b
Steam outlet
to machine
% &Condensale hand cock
Condensate drain
-

Condensate collector lubing
to boiler or stearn generator
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Technical Inspection, Maintenance, Service

The Stephan Universal Machine has been designed with a view to practical
aspects.

As the machine incorporates very few moving parts, a minimum of mainten-
ance is required.

For the bowl bearing in the casting support and for the lid beating in the lid
axis, there is a total of four lubrificating nipples. These bearings are lubricated
in large intervals with a roller bearing grease and the surplus grease pressed
outside is wiped off.

As the machine can cperate under vacuum or excess pressure, the shalt
sealings must always be in excellent condition.

Maintenance of these special seals is restricted to lubrification once a week
with about 0.25 cm? lubricant applied onto each Iubricating point with the
grease gun, This grease amount corresponds to about half the stroke height
of the G 60" grease gun supplied. The use of a physiologically unobjection-
able special lubricant “Kliiber Lubrication Nontrop PLB EL” or equivalent is
recommended,

Damaged seals have to be replaced by new ones. Al the same time, the
guiding sleeve on the motor shaft hasto be cleaned carefully. lfmajortraces of
wear are deiected it has to be replaced.

When mounting again, care must be taken that the guiding sleeve is sealed
against the motor shaft with a liquid sealing agent withstanding temperatures
of up to 130 °C.

The design of the seals can be seen from the following illustration:

‘,Efﬂrr_—

N

Lid Seai

1. Lid

2.0ring 2-153
3.0 ring 2-161
4, Qring 2-154

AOS %
NN

11. Countersunk screw

12. Gear flange

13. Socket head cap screw M 10x25
14. Hexagon screw M 10x35

5. Hexagon screw M 8x25 15. Grease feed tube
6. Hexagon screw M 8x14 16. Grease ball nipple D 6
7. Mixing baffle gear shaft, splined 17. USIT ring 10x18x1.5

8. Receiver ring

18.Cap nut M 10

9. Garlock seal ring 40x60x10 19. Radial seal ring 40x55x10/7

10. Cover disc
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Motor shaft seal

- standard construction -
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Motor shaft seal

~ special construction -
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13 14 15

1. Processing insert
2. Nut for knife shaft SKU 80.05-41
3. Nut for knife shaft SKU 80.05-43
4. Garlock seal ring 63x2168
5. Garlock seal ring 50x70x10
6. Receiver plate SKU 80.09-69
7. Receiver plate SKU 80.09-86
8. Hexagon screw M 8x8
9. Hexagon screw M Bx16
10. Splash plate SKU 80.06-14
11. Upper bearing shield A
12. Grease feed tube
13. Grease ball nipple D6
14. USIT ring 10x18x1.5
15. Cap nut M 10
16. Bowl bottom
17. Guiding steeve SKU 80.06-15
18. O ring 2-243
19. O ring 2-236
20. O ring 2-132

13 14 15

After assembly of the Garlock seals, a clearance of 2 mm between them
has to be provided in order to facilitate later lubrication.

To maintain a high degree of confidence that the machine is ready to operate,
we recommend a service contract. This will guarantee that all service work is
done which has been shown to be necessary through our many years of
experience. The scope of this work is determined ina service card whichisthe

basis of such a contract,
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i0. Excerpt from the German Safety Regulations

Re: Pressure vessels

Duties of the Personnel

§ 30: Thepersonsentrusted with the operation and maintenance of pressure vesseis have the
duty to chserve the relevant rules and the operating instructions given by the employer.

Commissioning

§ 31: (1) Prior to commissioning of any pressure vessel, it has to be ensured that ali iocking
and safety devices are connected to the pressure spaces effectively and freely.

(2) Seal surfaces have to be ¢lean and in good condition. Locking openings have to be
sealed carefully with the appropriate means.

{3) All screws provided are to be used when closing lids. They have to be tightened uni-
formly and with as little force as is sufficient for sealing. For tightening, the appropriate tools
have to be used. The attachment of tubes on wrenches and the use of long rods with wing nuts
or lever stoppers is not recommended.

(4) Damaged seals such as spent, chinky or bent screws, nuts which are broken or
otherwise damaged, bent clamps or levers must not be used.

Maintenance during operation

§ 32: (1) During operation, the safety devices and especially meters for pressure and tem-
perature are to be observed and checked as to their efficiency.

(2) Safety devices which might become ineffective have to be removed and checked at
reasonable intervals to be determined in accordance with the operational conditions of the
relevant pressure vessel. ‘

(3) The maximum permissible operational pressure of the pressure vessel must not be
exceeded. In case of excess pressure, the pressure hasto be reduced with appropriate means
as for instance by closing the pressure feed line, by switching off the heat source, by opening
the blowing-off device.

(4) Manometers must be replaced by those ones having the same indication range and
the same position of the hand for the maximum permissible operational pressure.

(5) The setting of safety vaives must not be altered. They must not be loaded additionally,
must nat be blocked, not be switched off by installation of blind discs or made ineffective by any
other means; the same applies to stand pipes.

Opening of a pressure vessel

§ 33: If pressure vessels are to be opened, the entrusted person has to make sure prior to
loosening of the locks, that the vessel does not incorporate any excess pressure. For this
purpose, the blowing-off device (test cock, relief valve) has to be opened even if manometer
does not indicate any pressure. Then the lid which is still held by screws regularly distributed
over the periphery has to be lifted slightly and loosened to such an extent that it no longer
adheres to its seat. Only if it has been made sure by these means that there is no excess pres-
sure left, the locks may be screwed off completely and the lid removed.



1. Spare Parts List

The shape, make and material of each part of your machine correspond to the present state oftechnology

and guarantee utmost stability under working stress with utmost durability of the machine.

Itis therefore mostimportant that only original parts are usedfor subsequent equipmentand replacement.

Flease select from the following group lists the relevant parts and order them by statingthe group and part

numbers.

in case of an order for spare parts, specifications have to be made
about model and number of the machine.

Important Spare Parts and Parts Subject to Wear

Designation Group - Page No.
Guiding sleeve 11.2 24/25 65
Garlock seal ring 40 x 60 x 10 11.3 26/27 148
Garlock seal ring 50 x 70 x 10 11.2 24/25 67
Oring 36 x 2 11.3 26/27 168
Oring74x 3 11.2 24/25 115
Ornng2-132 11.2 24/25 64
Oring 2 - 153 11.3 26/27 149
Oring 2 - 154 11.3 26/27 150
Oring 2 - 161 11.3 26/27 152
Oring 2 -217 11.2 24/25 a0
Oring 2 - 236 11.2 24/25 68
Oring 2 - 243 11.2 24/25 61
Lid seal 11.3 26/27 126
Set of seal for 2/2 way valve 514/20 11.2 24/25 89
Temperature probe 11.2 24/25 103
Scraper for mixing baffle 11.3 26/27 157
Torsion spring @ 16 for lid 11.3 28/29 231
Torsion spring @ 17 for lid 11.3 28/29 216
Knife 11.4 30/31 255
Transparent button shroud G-DTa 11.6 34/35 339
Filament bulb for indicator lamp BA 9s, 110-130 V, 2 W 11.6 34/35 343
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per
No Group  Designation Further Details for Ordering
1 1 Support SKU 80.01 - 01
2 2 Rubber buffer @ 40 x 40 SKU 60.01-10Ti1
3 2 Countersunk screw M B8 x50 DIN 963 V2 A
4 4 Foot @ 100 x 40 65° shore
D 2 Rubber buffer, light, complete SKU 40.01-26
6 4 Socket head cap screw M8x20 DIN912 V2 A
7 4 Rubber stopper, light SKU 40.01-28
8 1 Square-head screw M10x20 DIN 479 V2 A
9 4 Machine handle M 16 No. 0600
10 1 Locking lever SKU 80.01-05
11 1 Washer SKU 60.01-06
12 1 Swivel bearing, right SKU 60.01-04T3
13 1 Locking disc SKU 60.01-07T1
14 2 O ring 35x25
15 1 Oring 40x25
16 1 Distance sleeve SKU 80.13-04T3
17 1 Swivel bearing with flange SKU 60.13-04T1
18 1 Bearing bushing, right SKU 80.01-09
19 1 Bearing bushing, left SKU 80.01-08
20 2 Grease nipple D6 DIN 3402 Ms
21 4 Socket head cap screw M 12 x 40DIN 912 V2 A
22 4 RIBE cap SW10
23 6 Washer 10,5 DIN 125 V2A
24 4 Spring washer A10 DIN127 V2 A
25 4 Hexagon screw M10x 25 DIN 933 V2 A
26 1 Terminal box with lid and mounting plate SKU 80.26-05
27 1 Mounting strip TS 32 290 Ig. not ill.
28 1 Elbow EWK 2 1993.6 not ill.
29 1 Earth terminal EK 16 380 or 440V 3746.6 not ill.
1 Earth terminal EK35 200o0r220V 3547.6 ) not ill.
30 3] Binding post SAK 16 380 or44Q0V 2710.2 nat ill.
Binding post SAK 35 200 0r220V 3035.2 not ill.
31 8 Binding post SAK 4 1283.2 not ill,
32 1 Parting plate TW4-10 1301.2 not ill.
33 3 Earth terminal EK 1 2701.0 notill.
34 2 Cable gland with cord grip PG 21 SKZ 380 or 440V not ill.
Cable gland with cord grip PG 29 SKZ 200 0r 220V not ill.
35 1 Anaconda threaded fitting, straight 1", No. 5334 naot ill.
36 1 Anaconda threaded fitting, straight 3", No. 5331 not ill.
37 2 Anaconda threaded fitting 45° %", No. 5334 not ill.
38 3 Appleton seal for No. 36 + 37 STG - 50/ " not ill.
39 1 Anaconda tube with earthing sleeve 1*-35m
40 - Anaconda tube %", length on request not ill.
41 (3)* Threaded fitting for pneumatic leads g not ill.
consisting of fitting CK va" PK 4,
bushing %" x %" QM and
hose nozzleN - /" P 6
42 1 Control cable OJ 10 x 1,0 mm?
43 1 Plug insert 10-channel 70.310.1040
44 1 Upper part of housing, 10-channel 70.365.1028
45 - Pressure-proof hose PL 4, length on request
46 1 Tools receiver SKU 60.01-09
47 2 Hexagon screw M10x30 DIN 933 V2 A

( }* Quanlily depending on demand
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12 Bowl Group
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Qty.

per
No. Group  Designation Further Details for Ordering
60 1 Bowl with water jacket SKU 80.13-10
Bowl without water jacket SKU 80.09-72 not i,
61 1 Oring 2-243 104.37 x 111.43 x 3.53
62 1 Splash plate SKU 80.06-14
63 2 Socket head screw M6x25 DIN912 V2 A
64 1 Oring 2-132 4412 x 49.36 x 2.62
65 1 Guiding sleeve SKU 80.06-15
66 2 Countersunk screw M6x12 DIN 963 V2 A
67 2 Garlock seal 50x70x10
68 1 Oring 2-236 82.14 x B9.20 x 3.53
69 1 Receiver plate, standard construction SKU 80.09-69
70 1 Receiver plate, special construction SKU 80.09 - 86
Al 8 Spring washer A8 DIN127 V2A
72 5 Hexagon screw ME8x16 DIN 933 V2 A
73 3 Hexagon screw M8x 8 DIN933 V2 A
74 3 Valve seat SKU 40.00 - 44
75 3 Valve disc SKU 40.00- 45
76 3 Pressure spring SKU 80.09 - 54
77 3 Nut SKU 80.09 -57
78 3 Split pin 2x22 DIN94 W.-No. 4571
79 6 Countersunk screw ME8x20 DIN963 W.-No.4571
80 3 Oring 2-217 2974 x 36.8 x 3.53 W.-No. 540-8
81 2 Rubber buffer SKU 12002 -19
82 1 Locking plate SKU 80.09-21
83 2 Hexagon screw M6 x 10 DIN 933
84 3 Seal %" - Vulkanfiber
85 1 Elbow "' x " outside/outside chr. plated
86 1 Hose nozzle 3" inside chr. plated
87 2 Hose nozzle 34" ouiside P19 Ms
88 2 Hexagon nut 34", No. 81205 V2 A
89 2 2/2 straight-way valve 3" -514/20/195 - 11 - 61
20 2 Set of seal for No. 89 514/20 -
91 3 Hexagon nipple 4" x 34", No. 81105 V2 A
92 1 Elbow No. 80705 %" x %" inside/inside Va2 A
93 1 Branch piece SKU 80.09-18
94 1 Flitering screen £V Ms
95 1 Hose nozzle 34" x ¢ 14.5 SKU 80.09-40 Ms
96 1 Outlet tube SKU 80.09-20 V2 A
a7 1 Condensate drain 14"
98 1 Locking elbow SKU 80.09-85
99 &) Spring washer A6 DIN127 V2 A
100 3 Hexagon screw M6Ex12 DIN 933 V2 A
101 1 Locking clip SKU 80.26 -27
102 2 Hexagon nut M6 DIN 934 V2 A
103 1 Temperature probe H 64.1 FN1/0-150°C
104 1 Sealing bushing SKU 80.09-03
105 1 Oring 14x3
106 1 Nut SKU 80.09-09
107 1 Intermediate bushing SKU B80.08-20
108 1 Appleton seal STG - 50/1%"
109 1 Anaconda threaded fitting, straight %" No, 5331
110 1 Limit switch D-U11ZW-IP 85
111 4 Socket head cap screw M5x16 DIN912 V2 A
112 1 Anaconda threaded fitting 14" - 90°, No. 2270
113 1 Steam tube, flexible 4" - NW 20/ 3000 lg. not ill.
114 2 Hose clip 3" - NW 20 not ill.
115 1 QOring 74x3
116 1 Blind stopper SKU 80.09 - 36
117 1 Grooved nut F NW 65 DIN 11851
118 2 Hose nozzle "7 Ms
119 2 Fiber sealing ring 4"
120 1 Grease ball nipple D& DIN 3402
121 1 USIT ring 10x18x 1.5
122 1 Cap nut M 10 DIN 1587 V2 A
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Qty.

per
No. Group  Designation Further Detalls for Ordering
125 1 Lid without dosing aperture SKU 80.10-42 not ill.
Lid with one dosing aperture SKU 80.10-42 seeill
Lid with two dosing apertures SKU 80.10-42 not ill.
Lid with three dosing apertures SKU 80.10- 42 not ill.
126 1 Lid seal SKU 80.10 - 63 @574 x ¥ 15.3-35°shore silicone
127 1 Cap nut M 10 DIN 1587 V2 A
128 1 USIT ring 10x18x1.5
129 3 Grease ball nipple D6 DIN 3402
130 1 Grease feed tube SKU 80.10-62
131 1 Gear motor 1.1 kW, complete FZv1D90L 20 -6 - 26,6 min-
132 1 Anaconda threaded fitting, straight 38", No. 5331
133 1 Seal for connecting box FZviD90L20-6
134 1 Connecting box lid FZv1D90L20-86
135 2 Cheese head screw M5x20 DIN 84 V2 A
136 4 Hexagon screw M 10 x 35 DIN 933 V2A
137 4 Spring washer B10 DIN 127 V2 A
138 1 Gear flange SKU 120.03 -50
139 4 Socket head cap screw M10x25 DIN 6912 V2 A
140 (1) Grooved nut F NW 65 DIN 11851
141 (1) Biind stopper SKU 80.10-65/NwW 65
142 (1) Sealing ring G NW 65 DIN 11851
143 2 Machine handle M 16 No.0800
144 2 Insulating sleeve SKU  80.10-25
145 2 Bearing bushing SKU 120.03-12 Ms
146 4 Countersunk screw MBx16 DIN 963 V2A
147 1 Cover disc SKU 80.10 - 51
148 2 Garlock seal ring 40x60x 10
149 1 0O ring 2-153
150 1 Oring 2-154
151 1 Receiver ring SKU 80.10-50
152 1 QO ring 2-161 .
163 15 Spring washer B8 DIN127 VZA
154 4 Hexagon screw MBx25 DIN933 V2 A
155 2 Hexagon screw M8x14 DIN 933 VZA
156 1 Mixing baffle SKU 80.10-57
157 1 Scraper SKU 80.10-66 teflon
1 Scraper SKU 80.10-66 polypropylene
158 1 Holding strip for scraper SKU 80.10-67
159 12 Washer 6.4 DIN 125 VZA
160 12 Hexagon screw MEx20 DINS33 V2 A
161 1 Fastening plate SKU 80.10-58
162 1 Washer 13 DIN 125 V2 A
163 1 Spring washer B12 DIN127 V2 A
164 1 Hexagon screw M12x35 DIN 933 V2 A
165 11 Hexagon screw M 8x20 DIN 933 V2 A
166 1 Seal SKU 80.08-28 Abil
1687 1 Vacuum connection SKU 80.08 - 01
168 1 Oring I6x2
169 1 Valve seat SKU 80.08 - 10
170 1 Valve plate SKU 80.08-05
171 1 Valve bolt SKU 80.08 - 11
172 1 Pressure spring SKU 80.08 -08
173 1 Threaded fitting SKU 80.08 -06
174 2 Hexagon nut 14", No. 81204 V2A
175 1 Adjusting piece SKU 80.08-07
176 1 Valve lever SKU 80.08-14
177 1 Handle SKU 80.08-17
178 1 Bolt 9x22x185 DIN 1435
179 1 AB vacuum-manometer W /16bar/1-0-3
180 1 Bushing A" x 3", No, 81703
181 1 Fiber sealing g
182 1 Drain cock No. 462 Fa"
183 1 2/2 straight-way valve 3" -514/20/195-11 - 61
184 1 Connection piece 34" SKU 80.08-09

conliniation see page 29



13 Lid Group
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Qty.

per
No. Group  Designation Further Dretails for Ordering
190 3 Threaded insert SKU 80.10-17 Ms
191 6 Handle SKU 80.10-18
192 3 Locking handle SKU 80.10 - 14
193 3 Half length taper grooved dowel pin 8x45 DIN 1472 V2 A
194 (3) Locking handle, complete SKU 80.10-13

consisting of Nos. 190 - 193

195 3 Disc SKU 80.10-18 Ms
196 6 Hinge bolt SKU 80.10-21
197 3 Hinge piece SKU 80.10-22
198 3 Spring washer B10 DIN 127 V2 A
199 3 Hexagon screw M10x 16 DIN 561 V2 A
200 3 Locking bolt SKU 80.10-20
201
202
203
204
205 2 Cap nut M 10 ODIN 1587 V2 A
206 2 Hexagon nut M 10 DIN 934 V2 A
207 2 Washer 10.5 DIN125 V2 A
208 1 Sleeve, complete SKU 120.15-24 chr. piated
209 2 Countersunk screw AME6x10 DIN 963 V2 A
210 1 Switching segment SKU 12003 -54
211 1 Disc SKU 120.02 - 40
212 2 Socket head cap screw MBx20 DIN912 VZA
213 1 Headless setscrew M10x 60 DIN 551 V2 A
214 1 Hinge shaft SKU 80.09 -77
215 1 Headless setscrew M 10 x50 DIN 551 V2 A
216 1 Torsion spring @17 SKU 120.02 -88
217 2 Tube SKU 120.02 - 47 Ms
218 6 Socket head cap screw MB8x20 DIN912 V2 A
219 1 Flange SKU 120.02-54
220 1 Cylinder grooved pin 4x16 DIN 1473 V2 A
221 2 Washer 31 DIN125 Ms
222 1 Clamping piece SKU 120.02 - 50
223 1 Holding plate SKU 80.09-78
224 2 Stud M16x 80 DIN 938 V2 A
225 2 Spring washer B16 DIN 127 V2 A
226 2 Hexagon nut M 16 DIN 934 V2 A
227 2 Socket head cap screw M16x70 DIN 912 VZA
228 2 RIBE cap SW 14
229 1 Flange SKU 120.02 - 42
230 1 Tube SKU 120.02 - 41 Ms
231 1 Torsion spring @ 16 SKU 120.02-69
232 1 Disc SKU 120.02 -39
233 2 Distance clip SKU 80.26-11
234 1 Sleeve, complete SKU 120.02 - 43
235 {1) Grooved nut F NW 50 DIN 11851
236 (1) Blind stopper SKU 40.15-29/NW 50
237 {1 Sealing ring G NW 50 DIN 11851
238 1 Spring washer B6 DIN127 V2 A
239 1 Hexagon screw M6&x10 DIN 933 V2 A
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14 Inserts and Accessories Group

250

: é 8 o)} 262 g:n@—zn

=263 T 1266

267

—268

@_264 % 269
_———————3—1765 S~




‘w

Qty.

per
No. Group Designation Further Details for Ordering
250 1 Knife shaft SKU 80.05-40
251 1 Pressure ring with connection pin SKU 60.05-12
252 2 Connection pin 8 x 25 SKU 60.05-17T2 V2 A
253 2 Connection pin 8 x 35 SKU 60.05-17T1 V2 A
254 1 Slant ring set complete for 2 knives SKU 60.05-09

with connection pins
255 2 Narrow knives, thickness 8 mm SKU 80.05-23
256 1 Nut for knife shaft SKU 80.05 - 41 V2 A
257 (1) Nut for knife shatt, SKU 80.05-43 VZA
special version for special seal

258 {0 Garlock seal 63 x 2168
259 (1) Wing nut, 260 mm SKU 60.05-19 special version
260 {n Wing nut, 340 mm SKU 80.05-19 special version
261 (1 Mixing insert SKU 80.05-42 special version
262 1 Open-end wrench SW70 DIN 894
263 1 Sharpening stone 150x20x 10
264 1 Pin wrench SKU 60.06-09T2
265 1 Holding pin SKU 60.06-09T1
266 1 Grease gun G 60
267 1 Hook spanner HN 10/ NW 32
268 1 Hook spanner HN 14 / NW 50
269 1 Hook spanner HN 17 / NW 65
270 1 Scraper No. 2134
271 1 Square pipe key a8-33.2
272 1 Double-web key @5-334

31
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Qty.

per
No. Group  Designation Further Details for Ordering
290 1 Knuried nut, complete SKU 60.06-05 V2 A
291 1 Taper pin SKU B0.06-10T1
292 1 Bearing shield A SK 8.3.01
293 2 Square head screw M10x20 DIN 479 V2 A
294 2 Spring washer B12 DIN 127 V2 A
295 4 Socket head cap screw M12x50 DIN912 V2 A
296 3 Ball bearing spring lock washer 6311
297 2 Deep groove ball bearing 6311-22
298 1 Stator for 15/18.5 kW
1500/3000 min-' at 50 Hz FND 832/4D
1750/3500 min-1 at 60 Hz
Stator for 18.5/22 kW
1500/3000 min-' at 50 Hz FND 842 /4D
1750/3500 min-1 at 60 Hz
Stator for 10/17 kw
750/1500 min-1 at 50 Hz FND 844 /8D
875/1750 min-' at 60 Hz
299 1 Guard ring SKU 860.06 - 07/ ¢ 350
300 2 Cheese head screw M5x20 DIN 84 VZA
301 2 Spring washer BS DIN1{27 - V2 A
302 4 Threaded spindie for FND 832/ 4 D SKU 80.06-09/5201g. V2A
Threaded spindle for FND 842 /4D SKU 80.06-09/560ig. V2A
orFND 844/8D
303 1 Rotor for 15/18.5 kW
1500/3000 min-1 at 50 Hz FND832/4D
1750/3500 min-1 at 60 Hz
Rotor for 18.5/22 kw
1500/3000 min-1 at 50 Hz FND842/4D
1750/3500 min-1 at 60 Hz
Rotor for 10/17 KW :
760/1500 min-1 at 50 Hz FND 844 /8D
875/1750 min-1 at 60 Hz
304 1 Special bearing cover ND 8.9.01
305 1 Seeger circlip ring 55x2 DIN 471
306 1 Bearing shield B ND 8.3.04
307 6 Spring washer B8 DIN 127
308 4 Socket head cap screw M8x45 DIN 912
309 4 Hexagon nut M 12 DIN 934 V2 A
310 1 Fan blade ND 8.7.02
311 2 Hexagon nut M8 DIN 934
312 2 Socket head cap screw M8x80 DIN912
313 1 Fan housing SKU 80.06 - 06
314 4 Washer 13 DIN 125 VZA
315 4 Cap nut M 12 DIN 1587 VZA
316 1 Rubber intermediate lay, 3 mm for SKU 80.06 - 11
317 1 Balance weight SKU 80.06- 11
318 4 Socket head cap screw M10x 100 DIN 912 V2A
319 1 Type plate SK 202
320 4 Grooved drive stud Ix6 DIN 1476
321 1 Motor complete, consisting of Nos. 291 - 320 FND 832/4D - 15/18,5 kW

Motor complete, consisting of Nos. 291 - 320
Motor complete, consisting of Nos. 291 - 320

FND 842/ 4D - 18,5/22 kw

FND 844 /8D -10/17 kW
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Qty.

per
No. Group  Designation Further Details for Ordering
330 1 Control panel, width 600 mm, 380 or 440 V, with cylindrical piston water counter
and 3/2-way water valve for manual control of machine
1 Control pane! as above, but for 200 or 220 V
1 Control panel, width 900 mm, as described above, but with contral for loading
valve and feed devices
1 Control panel as above, but for 380 or 440V
331 1 Cylindrical piston water counter VZTH -2V 20 - R 34"
332 1 Temperature indicator 5563N/B/NS/BS/0-150°C
333 ()" Push button “t*, complete DTa-12/GR/K
334 (x)* Push button “0", complete DTa-r/GR/K
335 () Contact block K - NA
336 (x)* Push button DTa-x/GR-gr
337 {(x)* Button plate “0" red 2/32K
338 (x)* Button plate “I” green 12/78K
339 {x)* Push button shroud with transparent insert G -DTa
340 (xy* Front ring R-gr-DTa
341 {x)* Indicator lamp, complete La/Fa-gr
342 ()" Bulb holderBA 9 s Fa o GL
343 (x)* Filament bulb BA9 s, 110 - 130 V, 2W GL 130
344 (x)* Front lens, white, complete La-ws-gr
345 1 Main switch 63 A T44-2/ea/Svb
Main switch 63 A N6 -63-ea+ 78
Main switch 100 A N6-100ea+ZS
Main switch 160 A NG - 160 ea+ Z8
346 1 Lower part of housing 70.325.1028, 10-channel
347 1 Bushing insert 70.300.1040, 10-channel
348 1 Standard air preparing unit WL 100-3-R3%
349 1 Fixing device for air preparing unit 11.120
350 1 Manometer for air preparing unit 0-10bar
351 2 Hose nozzle N %" P 6 00.3608
a52 2 Reserveir tank, transparent, with large 280 cm?, No. 9273
and small O - ring :
353 (x)* Pressure-proof rubber tube P 6 length on request
354 3 Elbow %" inside x 34" outside galv,
355 1 Elbow %" inside X 34" inside galv.
356 1 Tube nipple ¥, 600 Ig. galv.
357 1 Tube nipple ¥, 80lg. galv.
358 1 T piece £ galv.
359 1 Hexagon nipple /R galv,
360 1 Filtering screen " Ms
361 1 3/2-way water valve with pneumatic 314/20D 195 - 1/1
control head
362 3 Hose nozzle NW 25 %" outside, No. 003613 Ms
363 1 Hose nozzle NW 25 %" inside chr,
364 1 Series connection plate for 2 - 8 stations LV5712A-LV5718A
365 (x)* 5/2-way magnetic valve LVS5EM 4 /200 -240V 50 Hz
consisting of Nos. 366 - 368 or220-240 V60 Hz
366 {x)* Main valve LVEEM 4
367 (x)* Pilot valve LV5EM 4
368 (x)* Coil with plug type connectionfor LV5EM 4 200 - 240V 50 Hz or
220-240V60Hz
369 (x)* Blind flange for Series connection plate LV7 610 3A not ill.
370 1 Perilex socket outiet for compressor 16 A, No. 1 DC 81 not ill.
371 1 Reversing contactor for main motor DIL2v-22/72-40/Z2-40 notill.
Reversing contactor for main motor DIL2 -22/Z2-60/22-80 notill.
Reversing contactor for main motor DIL3 -22/24-70/Z4-70 notil.
372 {x)* Contactor with motor overload relay, 380 or 440 V DILO0-52/Z0-3.7 notill.
Contactor with motor cverload relay, 200 or 220 V DILO0-52/20-8.7 notill.
373 (x)* Contactor relay, 3 make contacts + 1 break contact DILOOL-31/¢c notill
374 x* Universal contactor, 5 make contacts + 2 break contacts DIL0O0S2/¢c notill.
375 {x)* Contactor relay, 6 make contacts + 2 break contacts DILooLB2/¢c notill.
376 1 Heating resistor 100 W “Dold” not Il

(%)* Quantity depending on demand
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1.7 Control Panel Group
(With Program Control)

384
382

380

K] ]|
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Qty.

per
No. Group  Designation Further Details for Ordering
380 1 Control panel, width 1200 mm, 380 or 440 V, with cylindrical piston water counter,
impulsive counter, 3/2-way water valve and 12-track punch card controller
1 Control panel as above, but for 200 or 220 V
1 Control panel, width 1500 mm, as described abave, but with 24-track punch card
controller
1 Control panel as described above, but for 380 or 440 V
381 1 Cylindrical piston water counter VZTH - KAe 20 - R 34"
382 1 Rernote impulse counter FSW 219
383 1 Control transformer for impulse counter ET 50 - 220/36/24 V not ill.
384 1 Punch card controller with 12 tracks, S27VK5RS
forward motion § min - return motion 48 s
1 Punch card controller with 12 tracks, S27VK7,5RS
forward motion 7.5 min - return motion 12 s
1 Punch card controller with 24 tracks, S274VK7,5R8
forward motion 7.5 min - return motion 12 s
1 Punch card controller with 24 tracks, S 274VK 15RS
forward motion 15 min - return motion 24 s
385 (x)* Punch card, 75 graduation marks PK12K 75
243 mm long, with 12 tracks
386 ()" Punch card, 150 graduation marks PK 12K 150
480 mm long, with 12 tracks
387 {x)* Punch card, 75 graduation marks PK 24K 75
275 mm long, with 24 tracks
388 (x)* Punch card, 150 graduation marks PK 24K 150
480 mm long, with 24 tracks
389 (x)* Glow lamp for punch card controller T68 15-03
390 1 Special pliers for punch cards PKZ / KZ 34
391 4 Rubber foot SKU 25.01-10

Furthar control panel apare parls see pags 35

{x)" Quanlily depending on demand
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18 Accessories Optional Equipment
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}444




Qty.

per

No. Group  Designation Further Details for Ordering
420 1 Dosing funnel, 15 Itr. SKU 80.10-39
421 1 Straight-way disc valve 25-79-500/17 SV1-FZ 1K, 2G, NW 65
422 2 Sealing ring G NW 65 DIN 11851
423 1 Replacement seal 5B-33-478/13
424 1 Dosing funnel with straight-way disc valve

and 2 sealing rings G
425
426
427
428
429
430 1 Pneumatically controlled bowl valve with

tube discharge NW 65, O ring 74 x 3 and

sealing ring G
431 1 Oring 74x3
432 1 Sealing ring G NWE5 DIN 11851
433 2 Fiber seaf /g
434 1 Intermediate piece &' x 114" SKU 80.09 -62 Ms
435 3 Fiber seal 1"
436 2 Coupler plug 4" Ks 002154 Ms
437 2 Coupler socket 14" Kd 002143 Ms
438 2 Hose nozzle with union nut C-1"-P6 Ms
439 1 Hexagon bushing 4" Al
440 1 Hexagen reducing nipple Ve X Va" Al
441 1 Pressure-proof tube P6 0,45 mlg. not ill.
442 1 Pressure-proof tube P6 0,55 mlg. not ill.
443 4 Tube clip No. 6207 V2ZA
444 1 Replacement set of seals for No. 430 consisting of Nos. 445 - 448
445 1 Tefion seal 68,6 x 52 x 10.2
446 1 Seal 62 x51x55
447 2 Oring 12.37 x 17.61 x 2.62 2-112
448 1 Oring 7.65x11.21x1.78 2-011
44%
450
451
452
453
454
455 1 Mixing baffle for stirrers SKU 80.10-69T1
456 1* Stirring rod, round, 135 Ig. SKU 80.10-69T2
457 1* Stirring rod, round, 225 Ig. SKU 80.10-69T3
458 1* Stirring rod, round, 245 1g. SKU 80.10-69T4
459 1* Stirring rod, flat, 135 Ig. SKU B0.10-69T5
460 1* Stirring rod, flat, 225 Ig. SKU 80.10-69Ts
481 1* Stirring rod, flat, 245 Ig, SKU 80.10-697T7
462 3 Spring washer B12 DIN127 V2 A
463 6 Hexagon nut M12 DIN 439 V2 A
464 1 MixIng baffle, complete SKU 80.10-69

with round stirring rods and

Polypropylene scraper
465 1 Mixing baffle, complete SKU 80.10 -89

with round stirring rods and

Teflon scraper
466 1 Mixing baffle, complete SKU 80.10-869

with flat stirring rods and

Polypropylene scraper
467 1 Mixing baffle, complete SKU B80.10-69

* on request

with flat stirring rods and
Teflon scraper
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1.9 Solid Separator Group

493 500 501

P .
i

/a/ o |
agal/'

473

Further Details for Ordering

Qty.
per
No. Group  Designation
470 1 Solid separator
471 2 Straight pin
472 1 Closing bolt
473 1 Closing bow
474 1 Star handle
475 1 Lid
476 1 Oring 2 - 368
477 1 Straight pin
478 1 AB vacuum manometer
479 2 Hexagon nut
480 ] Hexagon nipple
481 1 Fiber sealing
482 1 Drain cock No, 462
483 1 Hose nozzle
484 1 Fiber sealing
485 1 2/2 straight-way valve
486 1 Grooved nut F
487 1 Condenser connecting piece NW 65
488 1 Straight-way disc valve 25 -79-500/ 17
489 1 Hose nozzle with fiber sealing
480 1 Angle piece
491 2 Sealing ring G
492 1 O ring
493 1 Valve seat
494 1 Valve plate
495 1 Valve bolt
496 1 Pressure spring
497 1 Threaded fitting
498 1 Adjusting piece
499 1 Handle
500 1 Valve lever
51 1 Bolt
502 1 Solid separator, complete

consisting of Nos. 470 - 501
40

SKU 80.08-52
10méx28 DINY
SKU 80.08 -862

SKU 80.08 - 60

M12 DIN 6335

SKU 80.08 -57
196.22 x 206.88 x 5.33
10m6x24 DIN7Y

A" /16bar/1-0-3
%" No. 81204

%" No. 81104

¥g"

¥ 1
I/4" Q;
iy

15" -514 /157195 -1
NWB5 DIN 11851

SKU 80.08-49
SV1-FZ 1K, 2G, NW 65
U

G- %" -af

NW G5 DIN11851
36x2

SKU 80.08-10

SKU B80.08-05

SKU 80.08 - 11

SKU 80.08-08

SKU 80.08-06

SKU 80.08-07

SKU 80.08-17

SKU 80.08-14
5x22x18.5 DIN 1435
SKU 80.08 - 51
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ofiephan

Food Processing Technology

An Excerpt from the
Stephan Product Line

General food industry
Bakery trade

Bread and pastry industry
Production of delicacies
Fish industry

Meat industry

Meat processing industry
Communal feeding

Hotels and feeding centres
Dairy products industry
Confectionery industry

Microcut MCV 10 A to MCV40 A
7.5 to 30 kW, vertical,
for cutting, homegenizing, emulsifylng

Microcut MCH 30 A and MCH 40 A
Microcut MCH-D 30 A to MCH-D 100 A

22 to 132 KW, horizontal, single or
double culting, for cutting,
homogenizing, emulsifying

Universal Machines UM 12 to UM 130E
Bowl capaclty 12, 25, 40, 60, 80, 115 litres respeclively.
Cutting, cuttering, mixing,

emulsifying, kneading, stirring

UMM/SK 25 to UMM/SK130E

Bowl capaclty 25, 40, B0, 115 litres respectively.

Tailored for the dairy products industry.

Cutting, mixing, kneading, processing, evacualing, melting,
thermic treating, pasteurizing, sterilizing, emulsifying,
removing of moisture, cooling

Vacuum Mixer VM 100 and VM 300

Bowl capacity 100 and 300 litres respectively.
Mixlng and tumbling under vacuum, preparation of meat,
deaeration of sausage emulsions, dry pickling

Combicut TC 200, TC 300, TC 400, TC 600,
and TC 850; 30 to 230 kW

200 to 850 litres drum capacity for cutting or chopping
under vacuum, cutting, mixing, emulsifying, direct and
indirect heating, homogenizing, pasteurizing, thermic
Ireating, evacuating, rough-grinding, stirring, melting,
cocking, removing of moisture, cooling, kneading



