Afinitas Forming Systems Division
A SmartRoll™
| Form Controller Device

AFINITAS

Setup and Usage
Procedures

AFINITAS www.afinitas.com



https://afinitas.com/

Y, ‘ Afinitas Forming Systems Division
A ‘ SmartRoll™ Form Controller Device Setup and Usage Procedures

Table of Contents

1. INTRODUCTION. . iictictiemrinmrntrssmsssrssmsssssssssssssssssssssssssssnssssssnssssssnsssnsnnnssnnnns 2
2. PRODUCT OVERVIEW - GENERAL INFORMATION.....cccvimtmammsemmanssanssnssanssnnss 3
2.1 Product SiZeS...cciirruimrrnmriemmsnrsanmsnsssnmsasssnssasssasssnssanssssssnssanssnssanssanssnnsanssnnss 3
2.2 SMARTROLL™ OVeIrVIi@W ..uiitrmrsasmsamsasssassasssssssnssanssssssnssanssnnssnssnnssnssansnnnnns 4
2.3 What to KNOW ....ciiiiiiiiic i snssss s snssasssssssssssssansssssansssssansssssnnsssssnnnnnnnnns 4
2.4 General Safety RuUl@s ....ccciiciiimmimmssmrssmss s s sssassssassssnsssansssanssnnnsnnnns 4
3. ADIJUSTING THE TORQUE SETTINGS.....ccccctimmrummiammsnmsanmsnsmsnssasssnssanssnsssnssanss 6
3.1 General Torque Setting Information........cccveciiririesnsssss s sss s ssn s nsnanas 6
3.2 Suggested Torque Setting Chart.......ccoiciviriirismi s s s s s s ssassanssanss 7
4. POSITIONING SMARTROLL™ ...uciictretsasssnsranssasssnssasssnsssnssanssnssanssnnssnssnnsnnnnns 8
4.1 Common Product and Equipment Method .........ccciiiicii s ncsrr s snr s sna e s 8
4.2 Positioning Chart.......cccciiicimiimsssmrs s srsss s sss s ssss s ssasssassssnsssansssnnssnnnnss 8
4.3 Uncommon or First-Time Product and Equipment Method ............cccviieeins 9
5. THE ROLL-OVER PROCESS ...cccctietmummmanmsasmsnmsasssnssanssnsssnssasssnsssnssanssnssnnsnnnnas 10
6. REPLACEMENT PARTS. . ciiitictrantiasmsnssasmsasmsnssasssnnsssssssssnssanssnssanssnnsanssnnsnnnnas 14

Phone: +1 641-394-4111 | Fax: +1 641-394-4542 | Email: rfg@afinitas.com


mailto:rfq@afinitas.com

‘ Afinitas Forming Systems Division
A ‘ SmartRoll™ Form Controller Device Setup and Usage Procedures

1. Introduction

Afinitas Forming Systems equipment is carefully designed and manufactured to give
years of dependable service. It is important that the equipment be operated properly,
and that regular service be performed to avoid costly down-time and unnecessary
repairs. This manual is intended to provide you with information on the setup and usage
procedures required to keep this equipment operating safely and efficiently.

The manual is divided into four sections in order to assist you in finding the information
you need to perform specific maintenance.

e Product Overview and General Information

e Adjusting the Torque Settings

e Positioning SmartRoll™

e The Roll-Over Process

Use the Table of Contents provided to help guide you to the section of the manual
containing the information you require.

Although intended to be a comprehensive resource, this manual may not cover all
possible issues you may encounter. Contact the Afinitas Forming Systems Division
(641-394-4111) if the information you require cannot be found herein.
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2. Product Overview - General Information

2.1 Product Sizes

Small SmartRoll™

Part# 1000-699

Specified Capacity - 13,000 Ibs

Each Specified Capacity — 26,000 Ibs. Per Set
Target:

e Manhole bases 48 - 72" diameter.

e Product and equipment weighing less than the 13 TON
capacity of the “Small SmartRoll™"

Large SmartRoll™

Part# 1000-700

Specified Capacity - 34,000 Ibs.

Each Specified Capacity — 68,000 Ibs. Per Set
Target:

e Manhole bases 84" - 96" diameter.

e Product and equipment weighing less than the 34 TON
capacity of the “Large SmartRoll™"

X-Large SmartRoll™

Part# PD-HD-0693

Specified Capacity - 50,000 Ibs.

Each Specified Capacity - 100,000 Ibs. Per Set
Target:

e Manhole bases 102" - 144" diameter.

e Product and equipment weighing less than the 50 TON
capacity of the “X-Large SmartRoll™"
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2.2 SMARTROLL™ Overview

SmartRoll™ is an adjustable friction brake. It has been designed to SAFELY slow down
the speed at which the product and equipment roll-over, reducing the momentum
generated by a potentially violent roll-over process. This will reduce the wear and tear
on your crane equipment and reduces the time needed for the product and equipment to
come to a rest. By reducing the potential violence associated with this process you will
also be taking steps to protect the form equipment from damage and yourself from
potential injury.

This book is our suggested start up procedure and it should give you the best, user-
friendly, roll-over device. If your setup falls outside these parameters, you should call
and talk to one of our service agents, before putting SmartRoll™ into full production use.
We are here to help!

2.3 What to Know

There are always variables to consider when rolling over product and/or equipment.
Product height, blockout size, and blockout position can greatly affect the momentum
generated during the roll-over process. It is important to know what you are rolling over
and have a great understanding of its specific “center of gravity”, or C/G point. Failure to
do so, along with improper lifting and handling processes may result in serious injury or
even death. With any roll-over it is important to get as close as you can, to the correct
trunnion hole position. Even when the correct trunnion hole is used, variables may
change the C/G during the roll and still make the process violent. SmartRoll™ will reduce
the speed and momentum generated during the process.

2.4 General Safety Rules

It is important to consider the dangers when lifting and rolling over product and
equipment. Follow all rules and regulations of your overhead lifting equipment. Being
SAFE and CLEAR of the product and or equipment during this process is a must! Never
operate SmartRoll™ until inspected and tested before each shift. Report any unusual
operation or safety concerns to a qualified person and discontinue use of SmartRoll™
until safety has been assured. Make sure that all supporting structures and load
attaching devices (i.e. crane, chain, sling, and hook) are rated to support the weight of
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SmartRoll™ and load. Never lift loads greater than the rated lifting capacity. Always stay
clear of the load. Do not place feet or hands under the load. Keep face and body away
from load in case of accidental issues. Make sure that every person operating
SmartRoll™ has read and understands the operating instructions. Do not attempt to ride
or climb a suspended load or allow others to do the same. Do not keep loads suspended
for unnecessarily long periods. Do not keep suspended loads unattended. Do not lift
loads over people. Do not stand under suspended loads.
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3. Adjusting the Torque Settings

3.1 General Torque Setting Information

Check/adjust the torque value on SmartRoll™ bolts to the appropriate FT-LBS given in
the “Suggested Torque Setting Chart” below. (Customer to supply their own torque
wrench.)

Things to keep in mind when adjusting SmartRoll™:

e Try to adjust the bolts evenly

e When fine tuning adjustment is being made, 1 to 2 FT-LBS can make quite a
difference.

e When rolling the product and equipment over and you see or hear chattering,
or if the equipment does not come back to vertical to allow the anti-roll safety
pin to lock in place, the torque setting may be set too high.

e Keeping notes and marking of proper trunnion holes is a good, and
recommended practice.
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3.2 Suggested Torque Setting Chart

Suggested Torque Setting Chart
SMALL SmartRoll™
(Factory torque setting is 100 FT-LBS)

e 48" Diameter product and equipment or product and equipment weighing
less than 13 TON. Adjust between 90 - 110 FT-LBS.

e 60" Diameter product and equipment or product and equipment weighing
less than 13 TON. Adjust between 120 - 140 FT-LBS.

e 72" Diameter product and equipment or product and equipment weighing
less than 13 TON. Adjust between 150 - 170 FT-LBS.

LARGE SmartRoll™
(Factory torque setting is 175 FT-LBS)

e 84" - 96" Diameter product and equipment or product and equipment
weighing less than 34 TON. Adjust between 170 - 180 FT-LBS.

X-LARGE SmartRoll™
(Factory torque setting is 175 FT-LBS)

e 102" - 144" Diameter product and equipment or product and equipment
weighing less than 50 TON. Adjust between 170 - 180 FT-LBS.

NOTE: The above torque setting are suggestions based on full pour products with no blockouts.
SmartRoll™ can be used with different size equipment without changing the torque settings. Keep in
mind that when rolling over “empty” or smaller form equipment, SmartRoll™ will need to move to a
lower trunnion hole, allowing for more torque. The opposite is true when rolling over “full” or larger
product and equipment, SmartRoll™ will heed to move to a higher trunnion hole, reducing the torque.
Fine tuning will be required to find the best settings for all product and equipment being rolled over.
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4. Positioning SmartRoll™

4.1 Common Product and Equipment Method

e Locate the vertical center line of your form. (Measure the overall height of the
form and divide it by 2.)

e Use the “"Suggested Trunnion Hole Positioning Chart” below as a guide to
locate the trunnion hole for the initial starting point.

e Find the appropriate product height you are producing and move SmartRoll™
above the form centerline according to the chart. (If your measurement falls
between 2 holes, to be safe, use the higher of the 2 holes as a starting point.)

4.2 Positioning Chart

Suggested Trunnion Hole Positioning Chart

STRAIGHT BASE (Round Manhole and Equivalent Size Box Equipment)
4’ Tall product height, move SmartRoll™ 4" - 6” above form centerline.
6’ Tall product height, move SmartRoll™ 6” - 8” above form centerline.
8’ Tall product height, move SmartRoll™ 8" — 10" above form centerline.

Extended BASE (Round Manhole Equipment)

(Values may change depending on extension and thickness dimensions.)
4’ Tall product height, move SmartRoll™ 6” — 8” above form centerline.
6’ Tall product height, move SmartRoll™ 10” - 12" above form centerline.
8’ Tall product height, move SmartRoll™ 14” - 16” above form centerline.

NOTE: The above trunnion hole positions are suggestions based on full pour products with no
blockouts. For equipment that falls outside of the above parameters, fine tuning will be required to
find the best settings for the product and equipment, being rolled over. If your setup falls outside
these parameters, you should call and talk to one of our service agents, before putting SmartRoll™
into full production use.
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4.3 Uncommon or First-Time Product and Equipment Method

SAFETY FIRST! Using this method may take longer but will help with identifying
suitable trunnion hole positions that are unknown.

e Start by placing SmartRoll™ in the top or upper most trunnion hole, for
uncommon or first-time product and equipment roll-over. (This is especially
true when pouring a short product in a taller form, or a situation that would
greatly affect the “center of gravity” or C/G, such as a new and/or relocated
blockouts.)

e You will lift and test each trunnion hole and gradually move SmartRoll™ down
to the next trunnion hole until you find the one that works best. (See the
instructions under the “The Roll-Over Process” on the next page.)

e The target is to use the hole just below your product and equipment’s “center
of gravity” or C/G point.

e Use the top or upper most trunnion hole for rolling equipment with product
and the bottom holes to roll back the empty form.

NOTE: The above processes are suggestions for uncommon or first-time roll-over products. Fine
tuning will be required to find the best settings for the product and equipment, being rolled over. If
your setup falls outside these parameters, you should call and talk to one of our service agents,
before putting SmartRoll™ into full production use.

Phone: +1 641-394-4111 | Fax: +1 641-394-4542 | Email: rfg@afinitas.com


mailto:rfq@afinitas.com

: | Afinitas Forming Systems Division

5. The Roll-Over Process

Step 1: With SmartRoll™ in the appropriate trunnion hole and the equipment resting
safely on the ground, pull and lock out the anti-roll safety pin.

NOTE: The anti-roll safety pin should ALWAYS be locked out when rolling over a product and
equipment. NEVER allow the pin to snap back in during the roll-over process. This pin should ONLY be
used once the product and equipment have been rolled-over. By locking the anti-roll safety pin in place,
after the roll-over, you should be able to strip the product while leaving the lift chains attached to
SmartRoll™. This will prevent the form from rolling over once the product has been removed.
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STEP 2: Using SmartRoll™, slowly lift the product and equipment approximately 6” to
12" above the floor. If all the settings are correct, the form should NOT attempt to roll-
over. Preventing the start of the roll-over should be done reasonably, without much
effort. If this is the case move on to step #4.

STEP 3: If the product and equipment start to roll-over, and you find it difficult, beyond
a reasonable amount to hold the equipment level, IMMEDIATELY lower it back to the
ground. Raise SmartRoll™ up one set of trunnion holes and repeat step #2 and/or make
adjustment to the torque setting.
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STEP 4: While preventing the roll-over, continue to raise the product to a safe height.
Make sure people around you are clear and aware that you are going to start the roll.
Push the equipment to start the roll-over process and move out of the way to a safe
distance.

NOTE: If the product and equipment DOES NOT attempt to roll-over, without a reasonable effort, move
SmartRoll™ down one hole and/or adjust the torque value.
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STEP 5: Once the product and equipment have come to a rest. Lower it to the ground
and engage the anti-roll safety pin.

STEP 6: Strip the equipment from the product.

STEP 7: Reposition SmartRoll™ and repeat steps in order to roll-over the “empty”
equipment.

Phone: +1 641-394-4111 | Fax: +1 641-394-4542 | Email: rfg@afinitas.com


mailto:rfq@afinitas.com

: | Afinitas Forming Systems Division
6. Replacement Parts

See diagrams that follow for detailed
information on replacement parts.
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