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Design and experimental researchon the screw extrusion

device for shrimp head-cutting
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Abstract: A kind of screw extrusion device for shrimp head-cutting
was designed. According to the physiological and somatic characteris-
tics, using the characteristic that shrimp head and the shrimp body
poor connection, the device relied on the thread groove, which is
formed by two parallel helical rollers, to hold the shrimp head and
squeeze the shrimp head, to realized the seperation of shrimp body
and head. The experimental study on the sample shrimps were select-
ed with a body length from 120 mm to 150 mm. The results showed
that the device of using the screw extrusion head-cutting was well,
the head-cutting rate was 95% , the meat yield was 68% , and the
work efficiency was double, which provided reference for the devel-
opment of shrimp head-cutting device.
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Figure 1 The structure diagram of head-cutting device
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Figure 2 The structure diagram of head-cutting rollers
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Figure 3 The schematic diagram of shrimp measurements
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Figure 4 The structure of gap adjustment of conveying

mechanism
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Table 1 Shrimp comparison test parameter table
kIR ERF/ % AR/ % T /s
CIREESSS 95 68 15
FIEk 100 66 35
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