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WORK ORDER INFORMATION

	Customer
	Am-Source
	Work Order Date
	3/3/2020

	Sales Area
	RI
	USA
	
	Issue Date
	3/24/2020

	
	(state)
	(country)
	(no.)
	Promised Ship Date
	09/30/2020

	Contact Name
	John Parsons
	Actual Ship Date
	09/30/2020

	Salesperson
	Jason Newman
	MOSN
	16332
	For
	T-350L

	Project Manager
	Tom Blonde
	Reference MOSN
	13183
	Quote    
	Q-011199

	Field Sales Rep.
	N/A
	FMA No.
	196-16332

	

	Notes:
	

	REVISION INFORMATION

	Rev. Level:
	6
	Rev. Date:
	09-30-2020
	Requested By:
	Brown
	Prepared by:
	Tom Blonde

	Changes:

	Price Change :
	N
	Amount of Change
	See Booking Sheet
	Price Authorization
	

	Delivery Change:
	N
	New Ship Date
	
	Ship Date Authorization
	

	Clerical Change:
	Y
	
	

	Engineering:
	N
	Purchase Order No. :
	

	Material Change:
	N
	
	

	Hours
	N
	
	

	Reason for Revision:

	
	Work order clarification

	Revision Detail:

	Old - 
	1.16
STANDARD OPTION:

Counter balance mechanism is for counteracting the movement of the moving platen and reducing the movement of the trim press at high speeds. A removable handwheel with extended shaft allows manual rotation of the flywheels from the perimeter of the press. During machine operation the handwheel is positioned inside of the rear guard doors. A safety switch insures the handwheel has been disconnected from the gearbox shaft and placed in its operational position. If not in place the machine will not start.

	New - 
	1.16
STANDARD OPTION:

Counter balance mechanism is for counteracting the movement of the moving platen and reducing the movement of the trim press at high speeds. A removable handwheel with extended shaft allows manual rotation of the flywheels from the perimeter of the press


	Rev. Level:
	5
	Rev. Date:
	9/2/2020
	Requested By:
	Brown
	Prepared by:
	Tom Blonde

	Changes:

	Price Change :
	N
	Amount of Change
	See Booking Sheet
	Price Authorization
	

	Delivery Change:
	N
	New Ship Date
	
	Ship Date Authorization
	

	Clerical Change:
	Y
	
	

	Engineering:
	N
	Purchase Order No. :
	

	Material Change:
	N
	
	

	Hours
	N
	
	

	Reason for Revision:

	
	Work order clarification

	Revision Detail:

	Old - 
	17.1
Am-Source existing tools to mount in new machine.  Am-Source to provide tooling information and segen pockets in the platen, but no segen cylinders provided.

	New - 
	17.1
Am-Source existing tools to mount in new machine.  Am-Source to provide tooling information and segen pockets in the platen.

	Rev. Level:
	4
	Rev. Date:
	08-26-2020
	Requested By:
	Customer
	Prepared by:
	Tom Blonde

	Changes:

	Price Change :
	N
	Amount of Change
	See Booking Sheet
	Price Authorization
	

	Delivery Change:
	Y
	New Ship Date
	09-30-2020
	Ship Date Authorization
	

	Clerical Change:
	N
	
	

	Engineering:
	N
	Purchase Order No. :
	

	Material Change:
	N
	
	

	Hours
	N
	
	

	Reason for Revision:

	
	Ship date change from 9/4 to 9/30

	Revision Detail:

	
	

	
	

	Rev. Level:
	3
	Rev. Date:
	08-04-2020
	Requested By:
	Brown
	Prepared by:
	Tom Blonde

	Changes:

	Price Change :
	Y
	Amount of Change
	See Booking Sheet
	Price Authorization
	

	Delivery Change:
	N
	New Ship Date
	
	Ship Date Authorization
	

	Clerical Change:
	N
	
	

	Engineering:
	Y
	Purchase Order No. :
	

	Material Change:
	Y
	
	

	Hours
	Y
	
	

	Reason for Revision:

	
	Added Segens

	Revision Detail:

	Add - 
	1.7
STANDARD OPTION:


Six (6) Segen locks in moving platen.


	Add - 
	7.3
STANDARD OPTION:


Two (2) Segen cylinders within the ejector platen for quick change.


	Rev. Level:
	2
	Rev. Date:
	7/13/2020
	Requested By:
	Brown
	Prepared by:
	Tom Blonde

	Changes:

	Price Change :
	N
	Amount of Change
	See Booking Sheet
	Price Authorization
	

	Delivery Change:
	N
	New Ship Date
	
	Ship Date Authorization
	

	Clerical Change:
	Y
	
	

	Engineering:
	N
	Purchase Order No. :
	

	Material Change:
	N
	
	

	Hours
	N
	
	

	Reason for Revision:

	
	Work order clarification

	Revision Detail:

	Old - 
	16.2
The machine is constructed as: 

· The operator control station is positioned on the left hand side at the part exit end of the press.

· The main electrical enclosure is positioned near the flywheel area on the left hand side of the machine

· The controls for the NIP feed are positioned on the left hand side of the machine. 
· The single approach catwalk is positioned on the right  hand side of the machine (if applicable).

· The tool cart is positioned on the right hand side of the machine (if applicable).

	New - 
	16.2
The machine is constructed as: 

· The operator control station is positioned on the right hand side at the part exit end of the press.

· The main electrical enclosure is positioned near the flywheel area on the left hand side of the machine

· The controls for the NIP feed are positioned on the right hand side of the machine. 
· The single approach catwalk is positioned on the right  hand side of the machine (if applicable).

· The tool cart is positioned on the right hand side of the machine (if applicable).

	Rev. Level:
	1
	Rev. Date:
	06-22-2020
	Requested By:
	Customer
	Prepared by:
	Tom Blonde

	Changes:

	Price Change :
	Y
	Amount of Change
	See Booking Sheet
	Price Authorization
	

	Delivery Change:
	Y
	New Ship Date
	09-04-2020
	Ship Date Authorization
	

	Clerical Change:
	N
	
	

	Engineering:
	Y
	Purchase Order No. :
	

	Material Change:
	Y
	
	

	Hours
	Y
	
	

	Reason for Revision:

	
	Canopy & parts tray modifications. Ship date change from 8/14 to 9/4

	Revision Detail:

	Delete - 
	8.2
STANDARD OPTION:

Automatic sheet threader allows the operator to feed the formed web into the NIP feed.  The formed web is automatically carried over the canopy and positioned into the feed cage to begin trimming.



	Add - 
	8.0
OVERHEAD STRUCTURE - CANOPY:
Special options are specified for this section.  Please refer to Section 17.



	Add - 
	10.0
PARTS TRAY:
Special options are specified for this section.  Please refer to Section 17.



	Add - 
	17.3
SPECIAL OPTION:

Customer requested:

Power canopy NIP feed is a motorized air actuated system that feeds the sheet over the canopy. The NIP system is mounted on the infeed end of the trim press canopy and is fully adjustable to allow use with various sheet widths. The canopy includes cutouts to both sides of the canopy to provide additional head clearance while walking up the catwalk when positioned for reverse trim applications and canopy guide adjustment knobs for tool-less adjustment. This will need to be a custom design to reduce the overall height and length of the machine to 158.00” overall height approx. and 300.00” overall length approx.. (This custom design does not allow for the upper Auto Thread Sheet Tamers)

 

	Add - 
	17.4
SPECIAL OPTION:


A double row tray with casters. The tray dimensions shall be 50” wide with a reduced length to accommodate the reduced canopy length.

	
	

	Rev. Level:
	0
	Rev. Date:
	3/6/2020
	Requested By:
	Brown
	Prepared by:
	Tom Blonde

	Changes:

	Price Change :
	N
	Amount of Change
	See Booking Sheet
	Price Authorization
	

	Delivery Change:
	N
	New Ship Date
	
	Ship Date Authorization
	

	Clerical Change:
	Y
	
	

	Engineering:
	N
	Purchase Order No. :
	

	Material Change:
	N
	
	

	Hours
	N
	
	

	Reason for Revision:

	
	Changes per work order review

	Revision Detail:

	Add - 
	Reference MOSN __13183____

	Delete - 
	1.15
STANDARD OPTION:

Casters mounted on the main frame to allow easy movement of the trim press.  The electrical enclosure will also have casters to allow movement with the trim press. 

	      Old
	5.3
STANDARD OPTION: (Available for Servo Flex and Servo Nip Feed Only)

The treadle will adjust up/down on a cylinder actuated guide system to move the sheet guides up and out of the way for tool loading.  The system will be operated by a lockable hand valve.  Includes fore/aft movement of canopy to allow treadle assemble to rise. 

	     New
	5.3
STANDARD OPTION:

Treadle Lift system adjusts the treadle assembly up/down on a motor actuated guide system. Allows precise positioning of the sheet guides to their proper trimming location and use of sheet guides with multiple tool sets. Moves the sheet guides up and out of the way for tool loading.  Includes fore/aft movement of canopy to allow the feed treadle assemble to rise.


Serial No. 16332
Brown Machine Model T-350L Trim Press
A.
MODEL DESIGNATION:


T-350L

B.
GENERAL DESCRIPTION:


A Brown Machine designed and manufactured, continuous web, horizontal acting trim press.  The web is fed over a canopy then vertically (downward) through the trim area.  The rotating motion of the flywheel is converted to a reciprocating action to the moving platen through a multiple position crank throw and the adjustable length connecting rods.

The stationary platen is designed for quick change of trim dies by having a separate mounting plate that allows the die assembly to be removed with a lift truck from the exit end of the trim press.  This press also features side loading of tooling packages by rolling the tooling package into position off a roller-style loading table.

Linear guide bearings utilized hold closer tolerances than traditional post/bushing guided trim presses, significantly extending punch and die life.  Additionally, linear guide bearings reduce tooling changeover time and complexities.
C.
APPLICATION INFORMATION

	Product:
	

	Material Type:
	

	Material Thickness:
	

	Trim Press cycle rates:
	


D.
SPECIFICATIONS:

1.0
BASIC MACHINE CONSTRUCTION:


1.1
STANDARD OPTION



Welded, heavy gauge rectangular tube frame with front outrigger supports.



One (1) moving platen guided by four (4) linear rails and eight (8) high precision linear ball bearings.



One (1) quick change stationary platen.

1.2
One (1) 5” (127mm) diameter main shaft with two (2) 32” (813mm) diameter flywheels.
1.3
STANDARD OPTION:

Two (2) adjustable length connecting arms for 8” (203mm) part. With a product height over 7.5” (191mm), shorter connecting arms are required.
A fine adjustment wedge feature within the crank throws / crank throw arms allows fine precision adjustment of +/- .040” on the shut height. One full revolution of the adjustment bolt equals .004” of total adjustment.


1.4
Stationary Platen Opening:


16.25” (413mm) vertical, 50.00” (1270mm) horizontal maximum

1.5
Moving Platen Opening:


8.0” (203mm) vertical; 48.00” (1219mm) horizontal maximum
1.7
STANDARD OPTION:



Six (6) Segen locks in moving platen.
1.11
Colors


Machine Base:
Buckskin


Guard Frame:
Beige


Electrical Enclosure:
Beige


Face of Control Panel:
Black Textured Vinyl
1.13
STANDARD OPTION:

Tool cart for side loading and unloading the trim tooling.
1.14
STANDARD OPTION:

Die set change roller assembly containing pneumatic motor with vertical adjustment of 5.5” (140mm).  Allows positioning of the die set for installation or removal from the platens.  Short tool packages may require lifting skis to reach centerline. Lifting skis not provided with trim press. For operational and safety, an external air source is required for actuation of the tool lift.
1.16
STANDARD OPTION:

Counter balance mechanism is for counteracting the movement of the moving platen and reducing the movement of the trim press at high speeds. A removable handwheel with extended shaft allows manual rotation of the flywheels from the perimeter of the press. 
2.0
STANDARD MACHINE DIMENSIONS

2.1
Dimensions (Baseline machine)

	Maximum Trim Pressure
	30 tons (27 metric tons)

	Maximum Sheet Width
	53” (1346mm)

	Trim Tool Weight
	3200 pounds (1451 kg)

	Maximum Tool Width
	61.75” (1568mm)

	Side Load Opening
	25.75” (654mm)

	Approximate Footprint
	Forward Trim:

210” (5334mm) long x 160” (4064mm) wide x 160” (4064mm) high

Reverse Trim:

285” (7239mm) long x 160” (4064mm) wide x 160” (4064mm) high

Footprint does not include parts table dimensions.

Footprint to be confirmed upon certified floor plan specification at completion of machine engineering.

	Approximate Weight
	28,000 pounds (12701kg)

	Approximate Amp Load
	50 amps to 150 amps (depending on standard selected options)

Recommended service to machine 400 amps to 800 amps (depending on standard selected options)

Amps to be confirmed upon certified floor plan specification at completion of machine engineering.

	General Freight Requirements
	One 48’ (14.6m) truck

	Minimum Door Requirement
	10’ (3.05m) wide x 12’ (3.66m) high 

Door requirement to be confirmed upon certified floor plan specification at completion of machine engineering.





2.2
Stroke - Speed - Capacity:



Machine is assembled at the 7.5” stroke.

Counterbalance Ratio #2 as indicated below (if applicable).
	
	
	
	Maximum Speed

	
	
	
	Without Counter-balance
	With Counterbalance

	Adjustable Stroke
	Maximum Part Depth 
	Maximum Tool Weight
	
	Ratio #2

	4.5” 

(114mm)
	2.5” (63mm)
	1400 lbs
	120
	120

	7.5” 

(190mm)
	4.25” (108mm)
	1600 lbs
	90
	105

	10.5” 

(267mm)
	6.0” (152mm)
	1800 lbs
	65
	75

	13.5” 

(343mm)
	7.5” (184mm)
	2000 lbs
	50
	60

	16.5"

(419mm)
	10.0"

(254mm)
	2200 lbs
	40
	50


3.0
MAIN POWER & ENCLOSURE:

3.1
Primary Power: 480 volts / 3 phase / 60 hertz,   Secondary Power: 120 volts / 1 phase / 60 hertz, Control Power: 24Vdc

3.2
The operator control and human machine interface (HMI) are located within the main electrical enclosures. Includes a flange operated main disconnect. The enclosures are positioned adjacent to the trim press drive end. 
3.3
A remote operator control is located at the exit end of the machine to assist the operator with manual operations during tool loading, initiate trim ”On/Off” and manual control functions.

3.4
NEMA 12 enclosures with industrial grade push buttons, selector switches and other electrical components is attached near the machine frame 

3.5
NEC/NFPA 79 wire sizing and color coding is standard.

3.6
Circuit breakers are provided for all low volt and high volt branch circuits (where technically applicable). Circuit breakers eliminate the need to purchase and replace fuses when an over current condition occurs.

3.7
Design and workmanship:

· Industrial grade name-brand electrical components

· Electrical components are arranged and wired in a neat and orderly manner for noise reduction, safety and ease of troubleshooting and maintenance

· Wires are numbered for easy identification

· Components are tagged for easy identification

· Wires are through rigid conduit, wireway and sealtite for safety and protection

· Junction boxes were applicable for terminating I/O

· Shielded analog wire for noise protection

3.8
STANDARD OPTION:

Air conditioner installed within the main electrical enclosure and servo enclosures when included.
4.0
MACHINE CONTROL:

4.1
Hardware/Software-



The trim press is controlled by an Allen-Bradley based Compact Logix platform with interface to Yaskawa motion control, drives and servo motors. Machine controls are designed using a distributed open architecture control system based on an integrated design for the supervisory and secondary controllers. Non-proprietary software and components are used as a standard design. 

· An automation controller in the Allen-Bradley Compact Logix platform provides control architecture for discrete and process control systems.  

· A Yaskawa MP3300 SIEC motion control system with Sigma VII servo drives and motors are used for high speed precise movements of the moving platen, feed and ejector systems. 



A single Allen-Bradley Panelview HMI provides operator interface of all process parameters. Menu based color displays provide ease of navigation for process parameters, diagnostic, maintenance, alarm and recipe storage functions. 



Ethernet communications to the secondary controllers. Modem / Router for internet or phone connections to facilitate online diagnostics, troubleshooting and program updates.



Push button start and stop functions are utilized on the control and operator panels. 

Password protection with default levels of security prohibiting access to unauthorized users. The system is pre-programmed with the following levels of access:

· Level 1 Operator: Ability to view all items and make High/Low Speed Adjustment. 

· Level 2 Advanced Operator: Ability to view all items, make High/Low Speed Adjustments, Feed, Ejector and Misc On/Off Positions, Feed Length and Speed Adjustments, and Ejector Length Adjustments.

· Level 3 Set-Up Technician: Ability to view and change all items except Servo-Set-Up, Maintenance Set points, Saving or deleting Recipes, Tooling load/unload set points and Bearing/Bushing Set points.

· Level 4 Maintenance: Ability to view and change all items.

5.0
FEED MECHANISM:

5.1
STANDARD OPTION:

A quick change servo flex feed with a car on the treadle and air cylinder actuated feed pushers.  The feed pushers are guided on two (2) vertical rods that are mounted parallel to the sheet line.  At receipt of the feed pulse, the feed pushers are servo actuated for maximum acceleration, deceleration and length of travel providing precise repeatability of product placement.  The speed of the feed is cammed to the speed of the press to provide fast, precise and repeatable feed movements as the speed of the press accelerates and decelerates. Parameter changes are made at the operator interface.  
Controlled shutdown – When the sheet sensing eye located in the canopy does not read sheet, the press moves into a controlled shutdown. The press decelerates and the moving platen is stopped in the open position. This feature prevents the trim tooling from chopping partial product if web free falls with the trim press in operation. A power canopy NIP feed is required for this option.
The system incorporates an overfeed value at a preset count to create a miss trimmed product for identifying stacked product counts on the parts table.

5.2
The sliding treadle derives its motion through variable position links and arms from the moving platen and is guided horizontally on linear rails and bearings. The treadle incorporates quick change features that allow easy removal of the front and back treadle rods with pre-positioned sheet guides, and quick adjust treadle rods with scaled sheet guide locations.  The treadle also has a pneumatic actuated quick open feature to easily pass the web through the treadle and facilitates easy clean-out.
5.3
STANDARD OPTION:

Treadle Lift system adjusts the treadle assembly up/down on a motor actuated guide system. Allows precise positioning of the sheet guides to their proper trimming location and use of sheet guides with multiple tool sets. Moves the sheet guides up and out of the way for tool loading.  Includes fore/aft movement of canopy to allow the feed treadle assemble to rise. 
6.0
SHEET GUIDES:

6.1
STANDARD OPTION:

Feed guide(s) to be configured for  8” (203mm) part clearance.  

6.2
STANDARD OPTION:

Bolt in style moving feed guide(s). Quantity: 5
6.3
STANDARD OPTION:

Bolt in style moving feed guide(s) with sheet drag. Quantity: 2
6.5
STANDARD OPTION:

Bolt in style aluminum stationary feed guide(s). Quantity: 11
7.0
EJECTOR SYSTEM:

7.1
STANDARD OPTION:

A servo driven ejector system (10” (152mm) maximum product depth / 18” (457mm) maximum ejector stroke).
7.3
STANDARD OPTION:


Two (2) Segen cylinders within the ejector platen for quick change.
8.0
OVERHEAD STRUCTURE - CANOPY:

8.1
STANDARD OPTION:

Power canopy NIP feed is a motorized air actuated system that feeds the sheet over the canopy. The NIP system is mounted on the infeed end of the trim press canopy and is fully adjustable to allow use with various sheet widths.  The canopy includes cutouts to both sides of the canopy to provide additional head clearance while walking up the catwalk when positioned for reverse trim applications and canopy guide adjustment knobs for tool-less adjustment.
8.4
STANDARD OPTION:

Wheel activated anti-backup system with one-way bearing within nip feed canopy. Available with POWER CANOPY NIP FEED only. 

Special options are specified for this section.  Please refer to Section 17.

9.0
DRIVE:



9.1
An inverter duty motor with multiple “B" V belts to each flywheel (dual flywheel drive).  The drive assembly has a hand wheel for manual positioning of the moving. A variable frequency drive (VFD) controls the speed of the trim press.

9.2
A pneumatic disc brake on the drive shaft to stop the flywheel motion within one trim press cycle to a preset moving platen position in a controlled shutdown. In an emergency stop condition, the flywheel may not be at its preset position. 
10.0
PARTS TRAY:


10.1
STANDARD OPTION:

A double row tray with casters.  The tray dimensions shall be 50” (1270mm) x 88” (2235mm), 120” (3048mm).
Special options are specified for this section.  Please refer to Section 17.

11.0
LUBRICATION:


11.1
An automatic pressure grease system with an injector for each point of lubrication to all points except linear bearings.

11.2
Manual lube to linear bearings. (Note: with linear roller bearing Option 1.1, the bearings are automatically lubricated.)

11.3
STANDARD OPTION:

Food grade grease within the lubrication system.

12.0
PNEUMATIC REQUIREMENTS:


12.1
0.05 SCF (1.4l/m) per stroke, at 80 psi (5.5 bar) (air ejection not included).
13.0
MISCELLANEOUS:


13.1
No miscellaneous items included
14.0
SAFETY PACKAGE:


14.1
A manually set positive mechanical flywheel safety lock. (The flywheel can be locked in the fully extended and retracted position to facilitate machine/tool set-up parameters. The pin can also be locked one of a series of additional holes in the circumference of the flywheel.)

14.2
Safety Guards:
· The trim area side access guards slide open and have Plexiglas viewing windows.
· The rear drive area guard swings open.
· The sheet feed area has a two bi-fold hinged guards with Plexiglas viewing windows.

14.3
Electrical interlocks are on all movable guards.  
14.4
STANDARD OPTION:


Electrical panels are designed to a 65 kilo amp short circuit current rating (SCCR). Panels are marked accordingly.


14.5
Six (6) Emergency Stop Buttons:
· E-Stop #1 is located on the main electrical enclosure
· E-Stop #2, #3 and #4 are located on each of the three other corners of the press, all accessible from the floor
· E-Stop #5 and #6 are located on each side of the sheet infeed area at the upper level

14.6
ANSI standard Z535.1 safety colors (red, orange and yellow) are utilized where applicable.

14.7
A 3-way main air supply dump valve with capability for manual lock out.

14.8
Pictographic and bilingual (English - Spanish) printed safety and warning signs.
14.9
STANDARD OPTION:



Catwalk single hand side approach
14.10
The E-Stops and guard doors will be wired individually with identification status of specific e-stop(s) and guard door(s) identified on the HMI.

14.14
STANDARD OPTION:

All electrical components must be UL approved. Enclosures are to be U.L. approved and marked accordingly.

15.0
LANGUAGES & MEASUREMENTS:

15.1
Standard languages are as follows:

· The language of the text on the Operator Interface is English.

· The language of the text on the push buttons and control devices is English.

15.2
Standard measurements are as follows:

· The unit of measurement for distance on the Operator Interface is Inches.

16.0
HAND OF OPERATION & CANOPY POSITION:


16.1
Hand of Operation is determined by facing in stationary platen.


16.2
The machine is constructed as: 

· The operator control station is positioned on the right hand side at the part exit end of the press.

· The main electrical enclosure is positioned near the flywheel area on the left hand side of the machine

· The controls for the NIP feed are positioned on the right hand side of the machine. 
· The single approach catwalk is positioned on the right  hand side of the machine (if applicable).

· The tool cart is positioned on the right hand side of the machine (if applicable).

16.3
The canopy is installed in REVERSE  trim mode and is positioned over the PARTS TABLE.
17.0
SPECIAL OPTIONS:


17.1
Am-Source existing tools to mount in new machine.  Am-Source to provide tooling information and segen pockets in the platen.

17.2
Rollers under press for scrap.

17.3
SPECIAL OPTION:

Customer requested:

Power canopy NIP feed is a motorized air actuated system that feeds the sheet over the canopy. The NIP system is mounted on the infeed end of the trim press canopy and is fully adjustable to allow use with various sheet widths. The canopy includes cutouts to both sides of the canopy to provide additional head clearance while walking up the catwalk when positioned for reverse trim applications and canopy guide adjustment knobs for tool-less adjustment. This will need to be a custom design to reduce the overall height and length of the machine to 158.00” overall height approx. and 300.00” overall length approx.. (This custom design does not allow for the upper Auto Thread Sheet Tamers)
17.4
SPECIAL OPTION:


A double row tray with casters. The tray dimensions shall be 50” wide with a reduced length to accommodate the reduced canopy length.

18.0
MANUALS:


18.1
One (1) safety and installation manual is provided at shipment. One (1) machinery operation manual and one (1) parts manual is provided approx​imately two (2) weeks after machinery shipment. Manuals supplied on USB. One (1) additional parts manual will be provided in hardcopy.

19.0
PROJECT MANAGEMENT

19.1
Brown will assign a project leader that will be the customer’s direct contact and personal liaison at Brown.

19.2
Project leader will provide a schedule update to the custom’s assigned contact per a mutually agreed format and timetable.

19.3
All changes to the specifications will be confirmed through a mutually confirmed purchase order revision from the customer and a work order revision from Brown.
20.0
SPARE PARTS AND SERVICE:


20.1
Spare parts packages are not included.
20.3
STANDARD OPTION:

One (1) Service Technician(s) for Five (5) 10 hour work day(s) of start-up and training is included.  The following criteria is required:  Machinery to be in place and level; all air, water, vacuum and power connections to be attached, ready for start-up; Brown Machine Service Department to be notified one (1) week prior to start-up. Price includes Service Technician labor expenses. 

· Airfare, travel time and living expenses are not included in this price. These will be invoiced separately at actual charges.

· Delays due to no fault of Brown Machine, premium time for weekend and holidays and/or layover time will be invoice separately at actual charges.


20.4
Process Engineering by a Brown Process Technician is not included.
21.0
TRYOUT:


21.1
Machine tryout is not included.
DISTRIBUTION:
Engineering
Manufacturing
File

Form Date:  05-12-08
DISTRIBUTION:
Engineering
Manufacturing
File


