Inspection & Maintenance Guide
Keys for Trouble-Free Operation of Wrap System

JOHN DEERE




The key to profitability

You know that there are many good reasons to work with
Iohn Deere. There is also & simple one: Refiability. John Deere
is famous for reliability. Helping you to bring in the harvest
even under the most demanding conditions, season after
season proving that rekability really pays off.

A little bit of care goes a long way

In this brochure, we would like to show you some of the simple
things you can do to keep the efficiency and refiability of your
machinery at the optimum. There are no big secrets to it — just
a few simple procedures that are worth remembering.
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IMPORTANT: Regular and thorsugh cleaning of maching combined with
roubine maintaaoace procedunes ted In the Ooerehar s Maaval prEatly
decregses the rish of fire, reduces dowatime, ond improves productivty
Perfprm cleaning procedires Msted in the Lubricaonpn and Mamtenance
Section of the Operotors Monval of the recommended b ond 12 howr
indervcls or mone offen of required, Alwoys fallow all safety procedures
pasted on the meching end in the Opevater's Manwal



Keys for Trouble-free Operation of Wrap System
Belt Position, Tracking, and Condition Wrap Feeding Area

Inspect wrap l'qydll':l; area with machine in
gate in handler configuration with the gate
leck valve engaged

Round Module Bullder [RMB] belt pasition
can beinspected from the handler with the
ML |1III‘E mn harvlﬂ.l. r.u-nl"lq uration -!I'Id
foad-wr ap mode. The outer RME belis I.I!|:I
should be positioned 19 mm [3/% in) ar

legs from the wall of the RME to avoid
wrap damage and to prevent colion

from carrying around the belts, It is
recammended that the rear wrap guides [B)
b in the sutermost patition a3 shown,

Make sure that plastic fingers are in good
condition a5 shown (A, and not out of
position or missing, Plastic fingers need
to be straight before machine is stared.

MNOTE: It k= not unwseal far the plastic fingers
to git rolled rearward [B) due Lo reversing
mation of baler belts, Typically, the fingesrs
strarghten during Forward motion of the
baler belts, IF plastic fingers are curled,
remawe and flip over. Plastic fingers should
anly be replaced If broken, The plastic fingers
Functoon codrectly iF thene 15 3 gap between
the plastic finger and baler belts

Poor kel tracking ocours when belts ride
up on guides and start to curl [C]. I not
immediately corrected, pocr tracking can
lead to lace damage, belt stretch, wear,
or Failure. Refer Section 70, RMB Belt
Adjustment in the Operator’s Manual for
the belt tracking instructions.

RMB belts should be inspected daily with
the machine configured in the gate in
handler position. RME Belt Service Mode
can be wzed to control reckshaft position
and RMB drive

* Check belt laces For damage and pullaut from belts, IF any lace rivets have pulled MNOTE: CP690 and C5690 machines Visually check to make sure the lower rod guide pivot

threugh the belt section, replace the lace or belt Feature enclosed belt guides to retain brackets (D] are positioned tawards the outside of the
belts during the module eject cycle machine and rotate on the bearing surface, To reposition,

See your John Deere deaber For part and loosen cap screws [E) and move pivot brackets outward.
??Elﬂ rl:l:rn‘.':ul m[-t.hrrn:l tign,

Steel fingers of lower rod guides (] should not contact the
baler belts or laces on the lower gate rall, Maintain 3 mm
(178 in) te & men (124 in}, of chearance between the tip of the
rods and baler belts. Rods can be manually bent to achieve
proper position,

* Check all lace pins For wear or damage, Replace pins if bent, broken, or if mare than
ade-thind quln l:hu;h.n::.a. % Sgern T|;| TEMOWe 1|'||: pin, grip wl'rl'l P IIE['_'.. .und rotate pen
90 degrees [1/5% turn) while applying préssure

Front Wrap Floor Belts - Two Key Checks

Check 1 - Machine in Transport Configuration: WF’EIFI' Clutch GP‘E ration

The wrap clutch controls the mevement of the wrap roll by
acting as a brake to hold the rollers stationary or as a clutch
to engage the rollers to turn with the baler. When the brake
i% engaged, the coil mounted to the baler strecture [3)is
powered and pulls the armature plate 1] to the left. During
wrap feeding, the rotating coil (2] is powered the wrap rollers
are driven with the baler.

Clean debris [E] From all of the front pulleys during daily service. Front wrap feed belts
should turn Freely by hand. Ensure that befts are tight with no slack. Frent wrap floor
belts can be tenstoned via the rear pulley |F).

Check £ - Machine in Harvest Configuration in Wrap Load Mode

The front wrap feed belts [E] should firmly contact the baler belts near the lower gate
roller. When the manual feed button is depressed, visually verify all six front wrap feed
baelts turm with the RMB belis. IF ane or mare the belts do not engage, wrap feeding
kzsues may occur. To improve belt engagement, adjust the wrap Aoor cames [B) farward

Wrap Clutch Checks:

® The air gap [4] between the armature |1} an the cod [3)
should ke consistent around the outer perimeter of the
clutch,

¢ |n load wrap mode, the bottom rubber feed rofl showld
turn when the advance buttan is pushed.

to the next hole position,

* Adjust in service mode With gate in
handler, na moare than one hole &t a time

« All four wrap floor cams should be
adjwsked to the same position.

* Do notadjust the cams Forward beyond
the third hole from the front (4]

If frant metal pulley |C) s damaged from
encessive contact, replace and ad|ust
cams rearward,




Wrap Leading Edge

IREL AR LINE | Wi (VN W

After cleaning or transposting machine, ensure that the leading edge |4} of the wrap =
progerly positiened, and not caught on a rod ar pushed up between the belts above

wrap Aoor {as shown at By,

/¥

Verify no cotton on top of the belts in the
gate chamber [as shown,

Also ensure that debeis has not acocumulated on top of the wrap leader during cleaning

A leading-edge decal [C) is available for installation on earlier machines. Contact your

lohn Deere Dealer for decal N&OST74,

Wrap Related Alerts in Cab

The following are messages to the operator refated to wrap
that benefit From further explanation. Mot afl messages are
included i this guide. Contact your bocal John Deere dealer
for more information andfor additional troubleshooting.

If @ wrap-related alert stops the wrap feeding process, do not
acknowledge the alert and continue without going to the back
of the machine and visually inspecting the wrap feeding area.
Dnce the issue has been corrected, press and hold Auto Button
for 2 seconds to resume the wrap process,

IF 2 miss Feed, RFID wrap counts will auto update. Without, wrap
counts needs to be updated.

“Wrap Misfeed Detected. Wrap dispensed exceeds
total wrap length.”

* Machine Logic Wrap length dispensed was greater than
length of one wrap.

* Machine Response: Wrap feeding stopped. De-activate
Auto Mode

* Potential Issue: Separation label not seen by sensor.
Could indicate that wrap did not feed or tore during feeding
and wrapped rubber roli, or speed not reading correctly

® Resolution: STOP and inspect. Complete wrap with manual
or service wrap mode.

= Description: Based on the speed sensor input, the machine
calculates the length of wrap fed into the chamber, and
slows down approximately 2 m before the separation tag
is expected.

“Multiple Wrap Detected. Confirm wrap separation
completed.”

* Machine Logic: Wrap 5N from two different wraps read by
RFID reader.

* Machine Response: Displays message but does nat interrupt
normal wrapfeject process of AUTO,

* Potential Issue: Separation label was absent or not seen by
sensor, therefore allowing more than one wrap to be applied.

* Resolution: Before gjecting, verify that the wrap did separate
correctly on the final wrap fed into chamber, Proceed with
ALITO efect. To verify normal Z-Lock separation visually
inspect the wrap floor .

“Wrapping Halted - Wrap length not found. Wrapping
halted. Measured wrap length not as expected.”

= Machine Logic: Wrap feeding process starts, but there s no
wirap speed signal,

* Machine Response: Wrap feeding is stopped and the
machine kicks out of AUTO mode.

* Potential Issue: Speed sensor gap or bad connection,
or clutch/drive issues.

* Resolution: Check sensor gap on the left-hand side of the
wirap box behind shield. If this does not resolve it, contact
your dealer,

Wrap Troubleshooting
Loose Cover-Edge

Paotential Cause:
= Wiap ralls not lowered, resulting in the wrap not being adequately stretched to
create the cover-edge.

* Ensure that rolts are down and pin is in the zone indicated by decal [A).

* |napect wiap roll mechanam. With no roll of wieap in feeding pocition, lovwer
upper rally and verfy no air gap between upper bea rolls and lewer raller, IF a gap
is found, this suggest debris could be in the siots of the wrap box side sheets,
Inspect and ¢lean,

= Werap not being adegquately tensioned. Wrap speed should be appreximately 233 rpm
during feeding, slowing te approximatety 100 rpm during separation. This can be
manitored on the anmrest display In the cab.

IFHIGHER speeds than 233 rpm are cbserved, this suggests:
* Clutch malfunction, Slipping between the armature plate and coil on pulley.
* Belt drive between the RME and wrap clutch shipping, Tighten belt.

MOTE: Decal shown isan MY 12 and later machines. This is available for installation
on earlies machines, Contact your John Deere dealer far decal M&0ES03,

Wrapped Rubber Roller

Machine Function Note:

If rear wrap rollers are turning, machine assumes that wiap = feeding in and caloulates
amaunt Fed in, based an the speed signal. Once a calculated amount of approximately
2.5im (8.2 Ft) is fed in, the wrap Aoor retracts. If the leading edge of the portion has not
entered the chamber by this time, [t will likely not feed In and result in accumulathon

an the wiap foor, This allows the rear raller bo 'grab” it and rall it up

When removing wrapped material from bottom raller, pay attention to which material is closest to the rubber, non-tacky, or tacky

Mon-tacky next to rubber Tacky next to rubber

This suggests that the leading edge may not have fiod inte the This suggests that the non-tacky fed in, and thers was & Failwre
chamber, bunching up on the wrap flaor belts until the rubber in the tacky causing it to break in twa duning feeding.

rall grabbed it and pulled the bunched up material backward onta

the rall

Patential causes:

Patential causes

* Obstruction at the lower gate roll. Wrap could not enter
the chamber

* Front wrap floor belts not turning when floor is engaged
Cause could be front pulley jammed with debris, floar cams
not adjusted properly, or belts twisted or out of pulleys,
Aefer ta F'.:gr t

* Joint between non-tacky and tacky failed

* Cross-wise bear during Feeding, Potential material issue,
Report to dealer,

= Adhesive deposit anthe rubber roll. Remave rall and inspect,
Clean with acetone if depasits are found, using appropriate
personal protective equipment, IF such cleaner is not available,
‘neutralize’ with dust/dirt until it can be cleaned |ater

* ‘Wrap core tight between wrap supports. Wrap does not fesd
into bale chamber before wrap floor retracts., IF a tight core is
found, cut end of the core to allow the core to turn freely,




Intermittent Damage to the Tacky Wrap

Potential causes:

= Bent finger on the lower rod guide
and it is contacting the baler belt.
There should be 3 mm (178 in) to & mm
(1% in) of clearance between fingers (1)
and the baler belts. Easiest to checkin
service mode with "gate in handier’,

* Hint: Motice that the spacing between
the tears is equal to the spacing
between the fingers. This can help
determine the source of the damage.

Inadequate or No Cover-Edge

Potential causes:

* Lotton builduwp (8] inside the baler
belts behind the lower gate roll [3).
Dften this is the result of excessive gap
between the side wall and outer belt
Fefer to page & for inspection and
adjustment.

® Debrisin wrap feeding area. Verify wrap
flaor and fingers are clean

* |mproper gate position. Yerfy that
turnibwckles at the top of the baler are
set correctly and that the lock nuts
are tight.

= Wear of plastic guides [7] on lower
gate roller (9). Replace guides if worn.

Wrap Bunching on Floor
Machines equipped with grooved lower
roller and fingers.

Potential causes:

* Leading edge of wrap did not feed into
the chamber, resulting in accomulation
on wrap floor,

# Check For obstruction at lower gate
roll

* Verify wrap feeding area components
Iplastic fingers and guide rods) are cet
correctly. See page 5.

* Verify front wrap floor befts are
adjusted correctly. See Page &

Edge Tear

Paotential causes:

= Excessivie gap between outer belts and
RME wall. Adjust gap as described on
Fage & of this guide

= Damage to baler interior side sheet [2)

Stainkess steel panal should be smooth
and free of dents or bends

Wrap Torn Dramatically

Potential causes:
* Can indicate a damaged or twisted balt
in the baler. Inspect bale chamber,

* The photes to the right show the
result of a wad of cotton getting
lodged in the lower rod quide during
wrap feeding, and eventually feeding
in with the wrap, This ‘wad’ of cotton
likely ended up on the wrap floor after
cleaning the machine, A good practice
after cleaning the maching is to varify
that the wrap floor, and the leader of
the next portion are free of debris.

Unwrapped Module Ejected -Wrapping of the Starter Roll

* Wrap feeds inte the chamber, but wraps on the starter roll [f15 roll shown below
marked in yelbow] and winds up on it instead of wrapping around the module three

revolutions.

Patential causes:

* Bunching of the wrap or uneven feeding increases the
chances of this happening. Inspect the wrap Boar per
Pages 4-5 of this guide.

MOTE: & good practice is to do a quick visual eheck of the
wrap slot wia the remate camera before gjecting the module.
If wrap s not abserved in the wrap slot after feeding wrap is
camplete, this indicates that the wrap has gone an the
starber rofl,

Remedy:

* Manually wrap module using the tether

* Manually gject module

* Pyt gate in the handler and remove wrap from starter roll

* Thoroughly inspect the belt chamber for plastic and
remove if needed



Partially Wrapped Module or Wrap Trailing Out of Gate After Eject

Poetential causes:

= Wrap did not separate and pulled in another portian
Upan eject, when the round madule rolls down the ramp,
it unrglls the wrap that = on the module,

* Most likely cause is the clutch armature is seized and did not
stop the wrap feeding when the separation teg passed the
IR sensor, Refer to page 5 for infarmation concerning the
cluteh

* See Figures A, B & C below to further illustrate; (4} Normal
machine tequence after z-lock separation = to rotate the
madule in the chamber in order to get correct tail
orientation after the module is ejected. This means that the
tail is tovweards the frontside of the module (nearest the cab)
before epect. If z-bock separation does not accur, this means
that the baler will pull in approximately 5 m [15 ft] of the next
portion, (Bi-{C] At eject, the module rotates approximately
180 degrees from when it is in the chamber 1o being on the
ground, A3 the medule rolls down the ramp and handler,
it unwinds this & m |15 Ft), as well a3 continues to unwind
the tacky of the first portion.

Gae0a608
(LLRONLLG

Fotential risk: Loose tails can cause contamination of material.

i maching pulls sway,
I8l poeticen wmeinds
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I ol woap an the module
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Adhesive Deposit on the Rubber Rollers

Potential causes:
* Passible adhesive from the separation label or RFID label (4]

* Adhesive from the tail.

Clean with acetone utilizing appropriate PPE Personal Protective Equipment).

P !

1ail postean

4



Multiple Wraps on Module with NORMAL Z-Lock Separation

on Quter Portion
Patential causes:

I. Separation label not present, or comes off and adheres to the wrap rolls,

* |f found on raller [Fig, &), remove and clean with acetone vtilizing appropriate PPE

[Personal Protective Equipment],

* Record serial number of portion and repart te your Jahn Deere dealer.

2. Wrap separation sensar (Fig, C & D] malfuncticn,

* Songor can be manually checked by Blocking sensor with your hand. A red visual
indicator lght on sensar bady is observed when sensor i blacked.

* Manually clean sensor l&ns.

3, Prapes operation of the speed sensar ig key, a2 the speed i used to caloulate the
amount af wrap fed in, and determines the appropriate time for the feeding to slow

down to prepare for wrap separation.

* Verlfy weap roll speed from the monitar in the cab. Correct speed (s 233 rpm during
wrapping, and 100 rpm toward the end of the eyele For separation. IF speeds are
incorrect of erratic, verify the gap between the sensor and gear tooth is 1.5 mm
[0.06 in). Sensor (s on the left-hand side of the wrap box behind shield. (Fig. B)

4, Proper z-lock separation relies on quick response of the clutch to stop feeding the
wrap when the separation label s <een. This is accomplished by the armature plate
shifting from the pulley-mounted coil, 1o the fized cail, IF this does not slide freely,
separation is delayed, and some of the next portion may be fed inta the chamber.

Contact dealer For service.

= Ensure plasthe retaining nuts (1) on the sersors are properly tightened,

Manual Wrap Mode Instructions

There are unique instances that may
require the operator to manually wrap
amodule. An example may be when a
module onky has a partial wrap on it due
to a problem with the wrap feeding, and
amather wrap is desired to help ensure
that the module does not break, This is
accessed in the service screen, and the
tether is used.

1 Put maching in “Manuwal Wrap™ mode
from the operator's station,

2} With the tether in hand, stand on the
ground near the back of the machine
50 you can easily see the wrap floor

3} Push €, This engages the wrap Aoor
and the wrap clutch

&) Push 8 for 5=6 saconds. This Feads
the leading edge of the wrap into the
chamber,

5} Push B. This retracts the wrap flcor,
lzaving the wrap clutch engaged

6] Push & and hold until the wrap z-bock
is midway on the wrap floar,

= You know that vou are getting
toward the end of the wrap when
the bright yellow tacky appears.
You hear the tacky when it bagins
bo wnroll

* The z-lock is the temporary
connection between the bright
yellow tacky and non=tacky which is
the beginning of the mext portion.

71 PushD. This applees the clutch brake
o separate the z-lock,

B} Push A and hold for approximately
7 seconds. This arients the module
similar to AUTO mode,

8) Put machine in “Manual Eject™ mode
from the operator's station

10) Perform manual eject with the tether

DoOWEr

MNOTE: If equipped with the Harvest 1D
Cotton, the number of wrapped modules
update following the manual wrap mode
otheraise the user needs bo manually
update the weagped number of modules,

Handling Damage to Wrap

¢ Turning tractor before forks pulled ¢ Battom diug on the stalks

away from module,

* Turning machine ar raiging handies
before handler is away from module,

# Damage fram the module truck side
wiall during foad/unload.

# Damage if inappropriate chains used |see figures below), or if chains are run after
load reaches front of truck,

* Typical recommended chain.

* High potential to damage wrap * High patential ta damage wirap



Core Repair- Instructions for RMW Core Repair Extension

The core repair extension ks a tapered plug which can be inzerted Into the original core
of the RMW roll to replace a cracked or demaged core end, The extension has a set of
7-8 grooves that are graduated in diameter, from narrowest to widest, A pair of rubber
D-rings ks supplied in the kit, Use both the wide black O-ring and the narrow black

(-ring as described below.

1. Cut off the damaged end of the core
carefully [Fig.1}, making sure not to
damage the roll of material. Refer to
step & for maximum core length.

2. O the repair extension, slide the wide
black rubber O-ring onto the sixth
groove in the external grooved section,
The narrow black O-ring supplied in the
kit should be placed on the short
grooved section located in the internal
side of the flange (Fig. 2).

A Imsert the repair extension into
the core in spiral motion [Fig. 3.
There should be a slight resistanca
when inserting the extension,

MNOTE: Do not use a hammer to install
cofe repalr extension. Damage to the
flanige will ocour.

CAUTION! Leave your fingers out of the
code’s hole while inserting the repair
extensian to prevent injury.

& IF the repair extenséon is too loose,
move the O-ring to a wider groove
[Fig. 4} and repeat step 3. Moving the
D-ring closer to a wider groove
increases the resistance

5. The extension should Rrmiy grip the
core [Fig. 5).

. With core repair extension inserted,
measure the overall length of the core
by inserting a tape measure through
the inside of the core {Fig. &),

Crwerall length should mest
specification 2790 = 2784 mm
(109,84 in - V0966 in),

MNOTE: Must not exceed maxamum length
or redl will not install properly.

Reporting Field Issue

Instructions:
In the case of a field issue, report immediately.

Provide the following:
® Brief description of issue.
* Machine serial number.

* Date of occurrence

* Wrap serial number of all affected portions. [required for warranty administration)

* Nate to dealer:

- Inthe US, pass wrap refated issues to your bocal distributor including the wrap serial
numbers. For US custamers, contact Ambraco at 1-800-225-8%466. Outside of the

LIS, pass the information to your distributor.

~ If you suspect It could be machine-related, contact your John Deere dealer to

subimit the infermation detailed above with the same setial numbers. IF complete

information for DTAC case is not available, file as a report only.

Pallet Handling & Storage

Handling Recommendations:
* HANDLE ONE PALLET AT A TIME.

* To handle the pallets use suitable forklift;
* Recommended lift capacity - 2000 kg (4400 Ihs).

* Use long forks when handling pallets from its narrow end to minimize damage
[Fig. A & B).

* USE PALLET PULLER when unloading from truck.
= Paliet pullers available from material handling supply distributors.

CAUTION!
= Wrap can be damaged by improper handling.

* Make sure that all sharp edges and protrusions on hauling equipmeant
are eliminated.

Storage Requirements:
* Keep the RMW rolls in their original packaging until use,

* Stare under roof. in an enclosed structure and avoid exposure to direct sunlight
and moisture when stored.

= Double stacking of pallets is permissible with proper handling equiprment.

* To be used within two seasons only. It Is recommended that you use your old
wrap first.

Details on the SN of the tag:
This infermation is also duplicated on
each RFID tag. [shown left)

A. Portion number.

B. Unigue RM Serial Number [circded in
red) — First two digits = Year of
Manufacture

When reporting an issue, ensure that
both serial and partion numbers are
included




Cotton Module Staging Instructions and
Truck Requirements

Proper module staging impacts the ability and reliability of
madule fruck pickup and subsaquent ginning.

This saction demonstrabes the proper procedure for staging
cotton modules for pickup by properly equipped module trucks

or moon buggies. Failure to follow these instructions can
adversely affect the integrity of the modules,

Chcmf.lng The Proper Staging Site

* Modules should be staged on a high flat surface. Staging on

well-defined flat driveways or a flat disked surface is optimal.

* When choosing a staging location, ask yourself "Cana
madule truck retrieve fram this location after a significant
amount of rain”.

* |f amodule truck tire andfor tracks have to slip to gather the
load, damage may occur to the underside of the module due
ta the refative chain skip.

* |f at all possible do not stage modules on top of rows or
beds ar internal portion of field where module truck access
is difficult. Modules take the shape of the surface they are
placed on as shown in [Figure A} Setting on beds or unewen
surfaces requires digging into the ground with the module
truck chain to safely get under the entire surface of the
maodule.

Ceneral Module Handling Information

* Modules should onfy be squeezed with a low pan position
when resting on the grownd.

* Attempting to resqueeze when the module is partially raised
Can Cause exXcessive siress on wiap.

* Transport speed of the tractor with a module on the handler
chall not exceed 16 kmv'h [10 mph).

* Cap betwesn the underside of the modube and the ground
chiauld never be less than 15 om (6 in) during modsle staging
bo prevent drag tearing of the underside of wrap,

= When transporting modules through harvested rows, the
madule should be carried high ensugh to minimize contact
with those rows.

* Fully raising the three point hitch & recommended when
transporting with nenmasted handlers,

Terms of Warranty

Incasrect Staging Surface

= & masted style handler is recommended for transparting
modules down harvested rows.

= When loading or uniloading Ratbed trailers, drive straight
away Fram the traller [perpendicular to the bed axis) to
prevent handler contact with adjacent modules.

= Significant wrap tears must be repaired in the field before
module truck pickup to prevent further wrap damage and
ginning problems.

= Loose outer tails must be secured with 3M 990 spray adhesive
ar lint bale repalr tape before being retrieved by madule
trucks or moon buggys to prevent subsequent module
damage and cotten ginning difficulties.

Each portion of RMW is produced individually and joined with the next portion with a unigue Z-LOCK deségn, that allows separations
of the two portions, while assuring that the tail of the portion being wrapped has adhesive transferal to accomplish a wrapped module.
Each portion of RMW i warranted as a separabe item, nat as a roll of 24 individual portions.

Module Staging

Centerline of individual modules must fallin a /13 cm (5 in]
band width of the compasite centerline of all four modules,
Do nat simply align ene side of all modules.

Madules |&] are properly center aligned, modules (B) are not

Improper alignment increases the chance of wrap tear due to
the truck driver hawing to stop and start loading procedure and
fram the madules scrubbing the trailer walls

Utilize GP5 capability when available for straight-line scribing
and subsequent staging of modules over the line.

Modules must be staged for module truck pickup with gaps
between 102 < 203 mm (% in = & in} at module cores a5 shown
in [Figure A),

Top little gap as shown in [Figure B] can cause tearing as
modules travel up module truck incline due to interference with
adjacent modules, Also, having module ends contacting each
other during long-term storage can increase chances of mold
growth, Gaps bebween modules allow ventilation.

Excessive gap as shown in [Figure C] can cause four modules to
be too long for the available truck bed lengths.

Tip = &n easy way to achieve the correct gap is to bump against
a previously staged module and then determine the number of
tractar tire lugs that must pass forward from a fine of sight to
achieve the proper gap a5 the tractor moves forward.

#A- Proper Lenter Alignment B - Improper Lenter Alsgament

™ For further information visit us at: www deere com and under Ag Products, find cottan harvesters,



Module Truck or Moon Buggy Requirements and Loading Instructions

IMPORTANT: Proper module truck loading and unloading of round modules
impacts the ability and reliakality of subsequent ginning of these modules, Be sure
to share this important information with all truck drivers and use the following
check list to verify that they have the proper equipment to handle the modules.

Module Truck or Moon Buggy Requirements
* Module trucks with 12 bed chains must have inside eight chains replaced with
the Stover RMS chain to prevent damage to the module plastic wrap.

* Module trucks with 11 bed chains must have inside seven chains replaced with
the Stowver RMS chain to prevent damage to the module plastic wrap.

* hs a final check, nonStover RMS chain is only allowed within 43 cm (17 in) of
module truck inside wall surfaces,

= |Fchain tail wheels are the sprocket styde, paddie style with sharp points, of nar rower = Pp—

than 5 cm [2 in], replace with the wide smaoth paddle style tail wheelks.

* For moon buggys, encugh strands of chains must be replaced to the middle of the
width to accommaodate a 1.5 m [5 £t} flat portion of a module, regardless of the side
to side placement of the module. &s with a module truck, no more that 43 cm (17 in]
of the non-Stower RMS chain is allowed from the extreme inside width of the moon
buggy to prevent damage to the plastic wrap.

= Verify accurate synchronization of the truck or moen buggy bed to ground speed per
manufacturer's coner's manual,

* Many module trucks have the chain speed set to run slightly faster than the ground
speed. This is not permissible with reund modules and causes cutting on the

underside of the modules during loading and unleading. Preferred Chain

* (o mot attempt to load round modules if not properly staged.
= Verify that module group and individual modules have been identified per Farmer and gin Instructions before loading,

* Do mot add 51 % 102 mm (2 in x & in} boards or ather spacers to the trowghs in between the module truck bed chains,
The spacers increase the friction between the underside of the module and the truck bed and can cause wrap damage

* Daily inspect for and remove any sharp edges on the module truck side panels or other areas where round modules can contact.

* Rubber or steel cleat trachks are highly recommended when handling round modules in wet or sandy conditions.

Loading Procedure

1. Load or unload medules with continuous and even truck speed.
Starting, stopping, and varying speed causes slip of the modules relative
to the chains.

2. Chain tall wheels should clear ground surface by approximately 25 mm |1 in].
Excessive digging is net required and just adds to foreign matter brougit to the
gén, Many madule truck operators compensate for the shifting of the bed angle
as a conventional module is loaded by starting with the chains significantly of f
the ground at the start of the load cycle. Becawse 2 module truck is picking up
four individual entities instead of one continuous module, the bed deflection is
less. The chains should be positioned just off the ground surface at the start of
the loading cycle for round modules,

Prefesred Module Truck

3. Do not run up front Face of the first round module up tight against the front of the truck bed [headboard} For any reason,
stalling the travel of first module causes cutting of the wrap due to relative motion of chains and alse close up gap to the next
module, If modules are not staged preperly, do not use the module truck as the means to correct Incorrect staging.

John Deere Round Seed Cotton Module
Ginning Recommendations

While John Deere is not providing gin selutions for processing
round seed cotton modules at gins, John Deere has ininterest
in recommending the proper means for ensuring quality and
efficient processing of these modules. The following
recommendations and guidelines shall apply to all Feeder floor
types unless otherwise stated.

1} Cutting of the wrap must be opposite of the inner tail to
eliminate the potential of cutting thraugh the tail. An BFID
i placed at the inner tail for locating

2] Cutting of the wrap must be one cut along the entire length
af the module

3] Cutting of the wrap must resultin a chean out without
leaving shards of plastic at the cut edge

4] Modules must be placed close together without gaps on
the feeder floar

51 Modules placed onto a feeder floor with the axi orientabed
perpendicular bo the floor travel direction should have
suitable feed rate contral or accumulator to compensate
for the peaks and valleys of the modiles

6] Modules placed on the feeder floar with the axs orientated
paraliel to the floor trave| direction may need to have
feeder side walls of approsimately 1.5 meters [5 f1) to
contain the modules

7] Modules placed onto a roller style feeder floor with the
axis orientated parallel to the floaor travel direction may
need increased friction between the rollers and the
unwrrapped madule,

8] For mowing head feeders, modules should be placed
on the concrete slab with the moduwle axis arientated
perpendicular to the head travel direction,

9 Wrapped modules must not directly pass over rack or debris
remaoving rollers,

104 Wrapped module handling eqguipment with chains must be
equipped with punchure and shit resistant lwgs.

11) A compacter should be placed close to the unwrapping
processing location to be used For all plastic from the
unwrapping process,

12] Carefully dispose of all pieces of plastic in gin yard or near
feeder Aoar entrance.

13) Inspect disposer drums or other possible wrap
collection points

Wrap Removal Recommendations

Average Size Modules
1. An average size module is between 228 cm |90 in] and
£38 cm [3% in]

2. An RFID tag |A) is located near the inner wrap end jusually it
15 nat seen|

3, The Safe Cutting Zone {B] is 180 degrees from the RFID
tag lecation.

MWOTE: The red zone [C}is a “Mo Cut Zone”, as cutting in this
Afild may Cause srmall pleces of wWrap toenter infto the cotton

&, IF your RMW™ removal machine does not have an BFID reader
— the Safe Cutting Zone |B) should be 180 degrees from the
white metallic label with barcode and serial number (D]
located 39 om [15.5 in] above the RMW™ tail visually seen

Small Modules

In smaller modules, such as one that is ejected at the end of
day or when finishing a field, the Safe Cutting Zone may move,
50 extra care should be taken when opening those modules,
ta make sure that small pieces of wrap do not enter into

the cottaon.

A RFlTag £ RMW tal and leading-edge ovedlan
B Lafe Cutting Fone M0 OUT TORE]
[ 'White metallic lakel

Tama cut

The Safe Cutting Zone is 1 meter {about 3 Ft) from the Tama cut
indscator™, with the direction af the arrews which appear on
the Tama cut indicatar™,
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