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Factors influencing casing effects of cut strip in thin-layer materials

double injection feeding machine
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Abstract: To verify the influence of thin-layer materials double injec-
tion feeding machine on cut strip casing., with compressed air as the
ejector dielectric charging, variation coefficient and effective utiliza-
tion rate the casing effects of cut strips were examined by using 1, 2-
propylene glycol as markers on the feeding machine in terms of HT
steam pressure, diluted belt speed. solid-liquid ejector pressure and
discharge belt motor frequency. Under laboratory conditions, the re-
sults showed that ) by means of thin tobacco double injection feeder
to feed, the utilization efficiency can up to 95% and the coefficient of
variation is about 6% ; @ within the experimental range, the major
technological parameters of thin tobacco double injection feeder had
significant influence on tobacco feeding with different trends, such as

HT steam pressure, diluted belt speed. solid-liquid ejector pressure,
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discharge belt motor frequency and moisture removal motor frequen-
cy; @ and the better feeding results can be obtained under the fol-
lowing conditions: HT steam pressure 0. 12~0. 22 MPa, diluted belt
speed 30 Hz (the speed of belt was 4 m/s and the thickness of feed
layer was 2.5 mm ), solid-liquid ejector pressure 0. 15~0. 20 MPa
and discharge belt motor frequency 38~42 Hz.

Keywords: feeder machine; cut strip casing; variation coefficient; ef-

fective utilization rate
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Figure 1 Schematic diagram of thin-layer materials

double injection feeding machine
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Process flow diagram of cut strip casing

Figure 2
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Table 1 Effect of different steam pressure in HT

on cut strip casing

RIUES/MPa WH23R)E/°C SRR/ N AR Y
0.00 26 6.4 92.12
0.12 54 6.5 96. 24
0.22 65 6.6 95.33
0.32 68 6.8 94.45
0.42 70 6.7 93.32
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Table 2 Effect of diluted the belt speed on cut strip casing

it =/ A AL AR i/ HERE  ZRR AR
(kg+h™") H/Hz (m-+s ' F/mm B/% AR/ %
3 800 20 2 5.0 6.6 93. 33
3 800 25 3 3.3 5.7 95. 45
3 800 30 4 2.5 7.4 96.12
3 800 35 5 2.0 7.9 95. 33
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Table 3 Effect of different pressure of compressed air

on cut strip casing

ERRB/ N BRAHE/ Y

G113/ MPa

0.10 6.65 94.55
0.15 6.21 96. 33
0. 20 5.87 96. 87
0.25 7.78 95.98
0.30 7.63 94.11
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Table 4 Effect of different discharging speed on

cut strip casing

HUBH B AL/ He B R RE/ % AR/ %

34 8.23 94. 23
38 6. 89 95.18
42 5.34 96. 13
46 5.87 94.12
50 5.74 92. 11
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Table 5 Effect of different exhaust air volume on

cut strip casing

HEA LR/ He B RE/ % HBAAR/ %
18 6. 66 95. 62
26 5.87 97.18
34 5.34 94. 88
42 6. 87 93.12
50 8.74 92.11
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