
Mixer Roller and Drum Alignment





32841 Whiting Rd, Burlington, WI 53105

WE ACCEPT:

Any and all prices are subject to change 
without notice. For the most current 
price contact our Parts Department.

$50.00 minumum charge for all export items.

All prices F.C.A. Point of Manufacture
*Some items ship direct from other manufactures

$25.00 Charge on wire transfers under $500.00

RexCon Contacts

Parts.......................................(262) 539-4482

Dan Sertich (Inside) 

Technical Support ................ (262) 539-4549 

Jake Nitka 

Electrical Support ................ (414) 973-9566 

Timm Hintz 
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Installation and Alignment Material Required

(1) 8’ Straight Edge
(1) 11’ Straight Edge
(2) 1-1/2” x 1-1/2” x 24” Angle
(3) Plumb Bobs
(1) 2’ Level
(1) Torpedo Level
(1) Pry Bar
(1) Impact Wrench with 1-1/2” Socket
(1) Center Punch
(1) Square
(1) Scribe
(4) 8” C-Clamps or Welding Vice Grips

Before beginning any maintenance of equipment, Lockout/Tagout ALL power sources.

PART NO. DESCRIPTION DRUM SIZE

612-05274-02 1 3/4” Edge Roller All

602-11213-01 3” Edge Roller  8 - 12yd

602-04956-03 Main Roller All

**Contact the RexCon Parts Department for roller rebuild parts
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Installation of New Edge Rollers & Main Rollers

*Note: 3” wide edge roller (lower roller mount) mounts on charging end of socket plate

1. Find the center of all 6 edge rollers and 
center punch if required.

2. Attach 1-1/2” x 1-1/2” x 24” angle to upper 
edge rollers with clamps on centerline points 
on both side rollers.

3. Establish the center of frame using the 11’ straight edge and plumb bobs. Drop plumb bobs between the 
two rollers. It should be about 61-1/8”.
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4. Shim main rollers to 33-1/16” from center of 
frame and roller face, and 52-5/8” from center of 
edge roller to top of main roller surface.

5. Use level to square main roller to ground. Shim 
where required.

6. Locate fore and aft roller position with plumb bob 
just inside bevel on main roller from 11’ straight 
edge against charge side of edge roller.
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7. Square main rollers using an 8’ straight edge across the faces of the main rollers.

8. Re-check all dimensions and squareness of rollers. Then, tighten all bolts and weld location keys to frame.
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Installation of Main Roller & Bracket Assembly

A main roller and bracket assembly can be removed from the frame without removing the mixer drum.

A straight edge approximately 2’ long and ruler are required, plus a sizable hydraulic jack to raise the drum off 
the roller that is to be removed.

Make sure the mixer power is “off”. Use proper lockout/ tag out procedures.

NOTE: On later tilt-up mixers, the roller design is such that the width of the roller exceeds the width of the 
drum.

The method of roller replacement and alignment would be the same except the straight edge will be placed 
on the roller and measurements will be taken, with the ruler, down to the center of the face of the track, in 
three posisitons along the center of the track face.

Make sure that the roller face and track face are clean where measurements are taken.

•	 Jack up the drum just enough to relieve the load on the roller to be removed.

•	 Keep key guides on. Do not cut off.

•	 Remove the eight bolts holding the roller bracket to the tilt frame. The bolts thread into 		
tapped holes in the tilt frame.

•	 Remove roller assembly from frame and clean the area before new assembly is installed. Do not lose 
any shims that may be used between frame and bracket. Note the amount of shims and location removed 
from.

•	 Drive hardwood wedges between the three edge rollers and drum track on the charging side of the 
drum to force drum to the discharge side of the frame. Drum may not move any more than 1/8”. Visual 
inspection will determine when track is against the opposite edge roller.

•	 Mount new roller assembly in position and replace shims, but do not tighten bolts until after alignment 
of the roller to the track is finalized. NOTE: Shims may or may not be required between the roller bracket 
and frame. Shims, if required, are used to center the drum within the opposing edge roller on the horizontal 
centerline of the drum, and to “square” the roller to the drum track. Refer to figure 1 on page 3 and 4. The 
dimensions of “L” and “R” must be equal on each side and this is done by shimming the roller or rollers.

•	 Before attempting to align the roller, the track face must be checked for mushrooming condition 
since this will affect and determine the measurements to be taken. Hold a straight edge across the face 
of the track (from drum to outer edge of track). If a “hollow“ is noticed across the face of the track, this is a 
mushrooming condition and in order to obtain a true measurement, a shot piece of keystock must be used 
between the straight edge and track. Position keystock in center of track face. If mushrooming condition 
is not found, the the straight edge may be held directly on the track face.
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7.	 Before attempting to align the roller, the track face must be checked for mushrooming condition 
since this will affect and determine the measurements to be taken. Hold a straight edge across the face 
of the track (from drum to outer edge of track). If a “hollow“ is noticed across the face of the track, this is a 
mushrooming condition and in order to obtain a true measurement, a shot piece of keystock must be used 
between the straight edge and track. Position keystock in center of track face. If mushrooming condition 
is not found, the the straight edge may be held directly on the track face.

8.	 Using the opposite roller in frame, hold the straight edge on the face of the track and with the ruler, 
measure the offset distance betwen the face of the roller and face of the track at three points over the face 
of the roller and in the horizontal and vertical directions. This dimension must be the same at all points and 
used to locate the new roller assembly.
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9.	 Using procedure in #7, locate new roller assembly according to the dimension obtained in #7. This 
dimension must be held when measuring vertically and horizontally. Roller must not be “cocked” in 
relationship to the face of the drum track.

10.	 After alignment, tightnen bolts as tight as possible. Remove the three wedges. Lower and remove jack.

11.	 Checking gearmotor pinion and ring gear alignment - it is possible that when a new roller assembly is 
installed, this may have changed the clearance between the root of the ring gear and crown of the pinion 
teeth:

a.	 To check this, use a piece of  1/2” x 1/2” x  6” long keystock and place between the root of the ring 
gear and crown of the pinion tooth.

b.	 Turn drum slowly and if gap closes on high side of ring gear, move gearmotor and pinion unit “out” 
1/8”.

c.	 If the gap opens greater than 5/8” on the low side of the ring gear, move gearmotor and pinion unit 
“in” 1/8”. It is important that the gap be no less than 3/8” on the high side or more than 5/8” on the low 
side of the ring gear.

d.	 If a change in setting is required, remove keystock from the pedestal and move gearmotor 
accordingly. Tighten bolts and replace keystock.
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Track and Ring Gear Replacement

There is no set procedure to follow as to removing the gear ring from either the discharge or charging end of 
the drum.

1.	 Using the locking lugs on sub-frame, lock the tilt frame and sub-frame together.

2.	 Remove drum drive units from pedestals.

3.	 Remove drum from mixer frame and stand drum on charging end.

4.	 Weld locating stops (bar stock) to drum wrapper along side of old track and gear ring on side opposite 
to direction of removal.

5.	 Remove all welds holding track and gear ring to drum wrapper. Remove old track.

6.	 Grind all high spots on drum wrapper in direction of removal to a point where track and gear ring will 
slide on easily.

7.	 Slide on new track and gear ring with gear teeth toward discharge end of drum and up to the welded 
on stops. Make certain the track and gear ring is against all stops.The ring gear may need to be heated to 
reinstall.

8.	 Preheat welding area to 400 degrees Fahrenheit. Reweld with a minimum of 3/8” solid weld, making 3 
passes around gear ring

9.	 Check main roller alignment. Install the reworked drum into the cradle and set the drive pinion 
alignment and backlash.
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EDGE ROLLERS

The edge rollers, two on each side of the tilt frame and two on the bottom frame, act as guides 
or retainers while the drum is being raised and lowered. The rollers ride on the front and rear 
sides of the drum gear ring.

Three of the six rollers “carry the load” while the mixer is being raised and lowered. These are 
the two top rollers on the discharge side and the one bottom roller on the charging side.

All rollers are bolted to the frame with the hub of the edge roller housing recessed into the 
frame.

If no permanent floor is constructed under the mixer, a working platform should be made 
using planks laid across the horizontal frame members to provide accessibility to the rollers.

Edge Roller Removal And Replacement

1.	 Side roller – Remove six cap screws and nuts holding roller in position. Slip a sizeable 
rope down from the top and tie around roller. 4 ½ and 6 yard mixers, pry roller from frame. 
9, 10, and 12 yard sizes, roller is equipped with jack screws. Loosen lock nut sufficiently from 
screw. Turn in screws evenly until roller is free from the recess in frame.

2.	 Raise new roller in position and manipulate in place. All surfaces must be clean before 
seating roller in place. The grease fitting on roller must face outward. Replace cap screws, 
nuts and tighten.

3.	 Bottom roller – Drum may be raised slightly for working clearance. Remove six cap 
screws from roller. Cap screws thread into tapped holes in frame. 4 ½ and 6 yard sizes, pry 
roller up and slide out. 9, 10, and 12 yard sizes are equipped with jack screws. Loosen lock 
nuts sufficiently, then turn in screws even to force roller from recess. Slide roller out.

4.	 Slide new roller in position, making sure all surfaces are clean before placing roller in 
position. The roller grease fitting faces the charging side.

5.	 Grease roller before use and daily thereafter.
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Roller Disassembly And Assembly

**See assembly drawing on next page

1.	 Place edge roller face down on the roller. Remove soft wire and cap screws (#12) and 
bearing retainer (#11). The retainer is held concentric with the roller shaft with a dowel pin. 
Remove shims (#8, 9, and 10). Shims will be re-used. Pry out grease seal (#14).

2.	 Press roller and shaft assembly (#1) out of housing (#2). Bearing cone (#4) will loosen 
from shaft. Remove bearing cone (#6) from shaft and bearing cups (#5, 7) from housing (#2)

3.	 Worn or pitted parts must be replaced. Hand pack bearings (#4, and 6) before assembly. 
Soak new seal (#14) in oil before assembly.

4.	 Press bearing cups (#5, and 7) against shoulder in housing (#2). Press bearing cone (#6) 
on shaft. Assemble housing with cups (#5, and 7) onto shaft. Press bearing cone (#4) on 
shaft into cup (#5, and 7)

5.	 Note: Before pressing new seal (#14) into housing (#2), bearing end play must be 
obtained to be between .000 to .002 on roller to hand turn with a slight drag. This is done 
by assembling retainer (#11), and shims (#8, 9, and 10) onto shaft. Tighten with cap screws 
(#12). Add or remove shims as required.

6.	 Remove cap screws and retainer. Press in new seal (#14). Replace retainer and tighten 
cap screws. Tie cap screws with soft wire.

7.	 Grease roller after assembly.
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Main Roller Repair

*See assembly drawing on next page

1.	 Place roller assembly in a suitable working area.

2.	 Remove bolts (#14 and 15). Do not lose shims (#6, 7, and 8).

3.	 Remove spacers (#9) on each side. This will free the roller assembly from its set position.

4.	 Remove roller shaft (#3) by tapping shaft out from the grease fitting end. Use a brass rod 
against the shaft. Roller and bearings may now be removed from bracket.

5.	 Remove bearing cones (#4). End caps (#10) may be removed to press out bearing cups 
(#5). Inspect bearings for wear and replace if worn or pitted. Pre-hand pack bearings before 
reassembly. For bearing lubricant, refer to chart.

6.	 For assembly, reverse above procedSure. Note: Take up on end cap until bearings bind 
slightly in rotation. Measure ship gap and provide sufficient shims to give .000”-.002” end 
play and lock.
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Equipment Part Method Lubricant Frequency

Tilt Mixer Edge Roller Grease Gun Mobilith SHC 100 Daily

Main Roller Grease Gun Mobilith 375 Daily

Ring Gear Grease Gun Mobiltac 375 Daily

Tilt Pins Grease Gun Mobilith SHC 100 Daily

Cylinder Pins Grease Gun Mobilith SHC 100 Daily

Drive Motor Grease Gun Mobilith SHC 100 6 Months

Gear Box Reservoir Mobil SHC 629 Annually/Every 2500 Hrs

Hydraulic Pac Reservoir Mobil DTE 26 Annually/Every 2500 Hrs

Auto Greaser Reservoir Mobilith SCH 100 As Needed

Hydraulic Breather N/A N/A As Needed

Hydraulic Filter N/A N/A 6 Months/As Needed

Drip Oiler Reservoir 10w-30 Daily

Tilt Cylinder Bushing Grease Gun Mobilith SHC 100 Daily

Emergency Tilt Pump 12v Power Supply N/A Monthly

Horizontal Mixer Main Roller Grease Gun Mobilith SHC 100 Daily

Edge Roller Grease Gun Mobilith SHC 100 Daily

Ring Gear Grease Gun Mobiltac 375 Daily

Drive Motor Grease Gun Mobilith SHC 100 6 Months

Gear Box Reservoir Mobil SHC 629 Annually/2500 Hrs

Hydraulic Pac Reservoir Mobil DTE 26 Annually/2500 Hrs

Hydraulic Filter N/A N/A 6 Months/As Needed

Transfer Gate Reservoir Mobilith SHC 100 Daily

Auto Greaser Reservoir Mobilith SHC 100 As Needed

Drip Oiler Reservoir 10w-30 Daily

Silo Airline Oiler Reservoir Marvel Mystery Oil Daily

Batch Gates Grease Gun Mobilith SHC 100 Daily

Discharge Gates Grease Gun Mobilith SHC 100 Daily

Aeration Blower Reservoir Royal Purple SHC-200 Annually/2500 Hrs

Blower Motor Grease Gun Mobilith SHC 100 6 Months

Blower Filter N/A N/A 6 Months/ As Needed

Water Trap Drain valve N/A Daily

Batch Conveyor Head Pulley Grease Gun Mobilith SHC 100 Daily

Tail Pulley Grease Gun Mobilith SHC 100 Daily

Hold Down Roller Grease Gun Mobilith SHC 100 Daily

Drive Motor Grease Gun Mobilith SHC 100 6 Months

Gearbox Reservoir Mobil SHC 629 Annually/2500 Hrs
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M
aintenance Schedule

Equipment Part Method Lubricant Frequency

Material Conveyor Head Pulley Grease Gun Mobilith SHC 100 Daily

Tail Pulley Grease Gun Mobilith SHC 100 Daily

Drive Motor Grease Gun Mobilith SHC 100 Daily

Gear Box Reservoir Mobi SHC 629 Daily

Hopper Gate Grease Gun Mobilith SHC 100 Daily

Airline Oiler Reservoir Marvel Mystery Oil Daily

Water Trap Drain Valve N/A Daily

Agg Bin Airline Oiler Reservoir Marvel Mystery Oil Daily

Gate Grease Gun Mobilith SHC 100 Daily

Water trap Drain Valve N/A Daily

Agg Batcher Airline Oiler Reservoir Marvel Mystery Oil Daily

Gate Grease Gun Mobilith SHC 100 Daily

Water Trap Drain Valve N/A Daily

Air Compressor Gear Box Grease Gun IR All Season Select /
SAE 30 (Synthetic)

Annually/2500Hrs

Filter N/A N/A 6 Months/As Needed

Motor Grease Gun Mobilith SHC 100 6 Months

Water Trap Drain Valve N/A Daily

Water Pump Motor Grease Gun Mobilith SHC 100 6 Months

Airline Oiler Reservoir Marvel Mystery Oil Daily

Strainer Drain Valve & Screen N/A Daily

Water Trap Drain Valve N/A Daily

Screw Conveyor Motor Grease Gun Mobilith SHC 100 Daily

Gear Box Reservoir Mobil SHC 629 Annually/2500 Hrs

Section Bearings Grease Gun Mobilith SHC 100 Refer To Manufacturer 
Suggested Maintenance



! WARNING
BEFORE PERFORMING ANY OF THESE OPERATIONS, USE 
PROPER LOCKOUT/TAGOUT PROCEDURES. MAKE SURE 
ALL POWER SOURCES ARE DISCONNECTED AND SECURE.

2841 WHITING ROAD BURLINGTON WI 53105
Tel (262) 539-4050	 Fax (262) 539-4487

www.REXCON.com


