PREMIUM
S IN G L E — S C RE W PREPARATION OF FEED MATERIALS :-

Proper preparation of feed is very important. Adequate water has to be added which is to be

properly mixed with the feed materials and to be kept at least 30 minutes before feeding to the
extruder. The quantity of water should be such that after mixing and tempering it should be still free
flowing. It may be noted that PREMIUM EXTRUDER cannot handle pasty materials.
(FOR FOOD AND FEED) CONSTRUCTIONAL DETAIL OF EXTRUDER | The Feed Funnel is filled with feed materials and it is
operate when it starts feeding to the extruder barrel
PbG NG B . At the same time the extruder motor is operated
B g S@ TACKETED BARRL and the extruded product stabilises, the cutter motor is
o - S L= CUTTER operated at proper speed to cut the extruded
| product to desired size. AFTER FINISHING THE
OPERATION ABOUT 200 gm. Soyabean POWDER is
THRUST : : passed without dies to clean the screw.
o . / \h:T”I_[[lr. /tlmlﬁla.n[ CAUTION:
a4 cmx " | The PREMIUM Extruder should not be operated

MOTOR

without feed materials except for short time operation
to check the rotation. The TWIN - SCREW are co-
rotating while viewing from cutter side, should be anti-
. = deck-wise.

gg’gﬁ?ﬁ ;ANSE IL!\iGLE - v Cutter also should be rotates anticlockwise.
SCREW EXTRUDER isl |z = | | Cutter should be operated by hand to check up
supplied with CONTROL | g " . | whether it touches the front portion of die . The die
PANEL. STARTERS, plate should be fully tightened.

SWITCHE:SH ME{IEE{]S | T VARIABLE FACTORS :-
are proviged wi < PREMIUM EXTRUDER gives optimum results

CONTROL PANEL which : :
is DESK-TYPE and is kept when the following factors are properly proportioned .

near EXTRUDER for . ; . . :
EASY of operation. (1) Formulation of feed materials with proper viscosity

and water content (DULY ABSORBED ON THE
FEED MATERIAL).

(2) RPM of the extruder-It should be operated
between say 400-450 and then adjusted according to
the desired quality of extrudates.

(3) Dies - Total cross-sectional area of die holes is
very important for fish-feed. It is Important that the
extrudates do not flashes out steam which make it

spongy.
SALIENT FEATURES : ; : HEnSx
FOUR ZONES - FEEDING ZONE, COMPRESSION ZONE, COOKING ZONE & COOLING ZONE. ‘B~ ' |99 ' ‘STEAM BOILER:

#

* ELECTRICALLY HEATED BARREL WITH BEND HEATER. AS STEAM is required to be supplied to JACKET of BARREL of
* THRUST BLOCK - IT IS PROVIDED WITH SPECIAL THRUST BEARING. EXTRUDER, depending upon the SIZE of EXTRUDER, STEAM
* THE BARREL HAS STEAM JACKET & WATER COOLING JACKET. OISR B Rotal ECIRLRER LT

* PROVISION OF ROTATING CUTTER. - ] = For LAB MODEL PLANT or SMALL SIZE (say upto 50 kg./hr.)
* FACILITY OF A.C. VARIABLE SPEED FOR EXTRUDER SCREW, FEEDER & ROTATING CUTTER. ), . ELECTRIC STEAMBOILER s supplied.

* POWER IS TRANSMITTED FROM MOTOR TO GEAR BOX BY ‘V’ BELT.

* IMPORTANT PARTS (MAIN SCREW, DIE AND CUTTER) MADE OUT OF S.S. Designed, Manufactured & Supplied by :

E

SPECIAL DESIGN OF SCREW PITCH / DEPTH.
TECHNICAL SPECIFICATIONS D@@mu@ m
MODEL H.P. BARREL DIAMETER | ST I'N'i‘lfl;!fl._!(lr{\‘l’l’l{(l.\'.} e Ri% LR_\? [(-i\I’PR“-\‘) PULMAN PVT LTD

PSCE-50 10+ 1 75 M.M. DIA. 10 KG. /25 KG. 1.5 %06 x14 PlotNo. 2009, Phase-lV, GIDC Industrial Estate, Vatva, Ahmedabad - 382 445, INDIA

PSCE-100 10+ 1 100 M.M. DIA. 25 KG. / 50 KG. 1.80 0.6 x 1.5 Phon.e:(079)25894693’.25832541. ; . g
E-mail : exports@premiumpulverisers.com, premiumpulman@gmail.com .

PSCE-150 1542 150 M.M. DIA. 50 KG. / 100 KG. 20 X785 x5 Visit us : www.premiumpulverisers.com/www.premiumpulman.com

PSCE-200 30 +3 200 M.M. DIA. 150 KG. / 250 KG. 22 x1.0 x1.7 PROFESSIONALS IN SIZE REDUCTION TECHNOLOGY

Specification & design are subject to change without notice for any additional improvement.
I'T IS TO NOTE THAT CAPACITY OF EXTRUDER DEPENIDDS OMN PELLET SIZE & TYPES




