FRP Washer Drums
Expert Remanufacturing Services

Go Further with Triosim

New Life for FRP Washer Drums
Triosim’s remanufacturing services
are the most compre-hensive in the
industry today. That’s because we understand how corrosion and stress
can affect more than just the cosmetic
characteristics of a fiberglass washer
drum.

Every drum that we rebuild is carefully
evaluated to deter-mine what processes will be required to bring the drum to
its optimal operating condition.

An FRP Inner Bearing Support is one of the components supplied with rebuilt drums.

The unique characteristics of fiberglass reinforced plastic, combined with Triosim expertise, will
return your washer drum to like-new condition - providing years of additional service life for less
than the cost of a new drum.

The valve area of the drum is sandblasted to
prepare surfaces for a new application of FRP.

Drums remanufactured by Triosim include new,
hand-crafted channels.
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Drum Preparation
Before work begins, complete dimensional information must be recorded.
This includes critical dimensions on the
deck, valve seat, inner bearing support,
journals and run-outs. Where necessary,
steel structural components are repaired.
The journals are removed so they can be
remanufactured and turning journals are
installed.
After the deck and channels are removed, the exterior laminate on the shell
and end-rings are ground to produce
new surfaces. Heads are examined for
areas of delamination. These areas are
treated with a special grinding process
that will prepare them to accept the new
laminate.
Preparation of the valve seat requires
careful attention to assure that it is
successfully returned to original dimensions. The drainage tubes are removed
and the interior of the drum is cleaned
and inspected for problem areas requiring
repair.

FRP Overlay
After all surfaces have been carefully
prepared, the FRP overlay is applied to
the drum. Triosim remanufactured drums
feature all mat construction using
Grade E glass with a C Veil surfacing mat.
Premium vinyl ester resins are used
throughout.
Specialized machining equipment helps to assure
the dimensional integrity of the drum.

Final Steps
New FRP deck channels and tubes are
installed. These are contact -molded and
laid-up by hand. Pultrusion and filament
winding are never used on Triosim drums.
Proprietary processes are used to machine
deck diameter and valve seat to correct
dimensions. A new manway is pro-vided.

The FRP overlay is applied to the drum after all
surfaces have been prepared.

After applying final laminations, the
drum must be post-cured using a procedure that will prevent thermal shock and
the resultant delamination.
Journals and inner bearing support are
rebuilt using Triosim processes and a
new carbon bushing assembly is supplied.

Finally, the valve area and heads are
sandblasted and primed to prepare for
the new application of FRP.

Drum is measured and marked to prepare for the
installation of channels (below).

Critical Areas of Drum Remanufacture
Prior to beginning rebuild work, Triosim completes a comprehensive drum inspection.
While all areas of the drum are analyzed,
there are components of an FRP washer
drum that deserve special attention. This
assures that the finished

product is returned to original specifications,
that the structural integrity of the drum is
restored, and that the new laminate provides
an excel-lent corrision barrier.
End rings are ground
before receiving new
laminate.

Heads are susceptible to delamination
and require close inspection and special
preparation for effective lamination.
Tailshaft is rebuilt
to original OEM
specifications.
lamination.

New tubes are fabricated
and installed.

Triosim’s propriety
process is used to
machine the valve
seat.
Trunnion is rebuilt to original
OEM specifications.

Repairing FRP Laminate
Existing laminate is inspected and evaluated
for corrosion, blistering and delamatination.
Old FRP is machined away to accept the new
FRP overlay. Final machining returns the
drum to original specifications.

New deck channels are installed and
deck diameter is machined Triosim’s
propriety using proprietary process

Testing Procedures
Cure of the laminate is measured using
the Barcol hardness test. Laminates applied over metal surfaces are tested for
pinholes using a spark tester callibrated
at 20,000-24,000 volts. Pressure testing
of the completed drum is accomplished
using 2-1/2 PSI of air pressure for a period
of 24 hours.
Options to Consider
FRP washer drums that have been expertly rebuilt will provide many additional
years of useful service. There are also
options to consider that may actually
improve the performance capabailities of
your rebuilt drum.

There are also options for partial rebuilds
and repairs that can provide additional
service life.

After final dimensions are taken and verified, and
quality testing is completed, an ORAMAC remanufactured FRP drum is wrapped and made ready for
shipment.

Triosim can provide a High Performance
Discharge Valve Assembly which may
provide considerable improvements in the
hydraulic performance of your drum.
Triosim supplies a high capacity, antirewet
deck on remanufactured drums. However,
if budget consider-ations require, a
standard deck design is available.
“In the field”
In some circumstances, washer drums
can be remanufactured at the millsite.
Rebuilds that are executed “in the field”
require specialized project planning. Such
planning must take into consideration the
unique safety and environmental consider-ations at every stage of the process.
Experience is para-mount.

FRP Drum Maintenance
It is important to perform routine inspections to detect problems before they
become major maintenance issues. One
advantage of FRP is that problem areas
can often be restored to a like-new condition if caught early.
Always make certain that no banding materials are allowed to loosen and abrade
the drum. Investigate any leakage from
the drum as this may be an early indication of problems that, if left unattended,
could result in major drum damage.
When routine maintenance and repairs
are necessary, use a qualified and
experienced FRP contractor.

Before a drum is rebuilt at the millsite, it is tented
and properly ventilated to contain dust and maintain desireable ambient temperature and humidity
levels.

Maintaining optimal ambient humidity during the
manufacturing process is critical to achieving a
laminate that bonds properly.

