1 MOBILE DOSING, MIXING AND PACKAGING PLANT DESCRIPTION 5The main objective of this
invention is a mobile dosing, mixing and packaging pla]nt for powdery, granular and other products with
similar characteristics that is characterized because it is comprised of a carrying structure and several
areas within this structure that@RILEBOSESEH IOIXKENG WD HAG; KAaGiNg; PTLANG, sack filling, sewing and
labelling, metal detection, palletizing and cleaning. This invention is included within the industrial plants
technical 1 0 sector of manufacturing and mixing of powdery products, such as those used in the agro
food industry, without limiting its application to @‘é%%%}h@W@ characteristics in other sectors. Prior
state of the art 15 Traditionally, powdery products mixing machinery and plants are comprised of different
phasehs for the pﬂ‘@ﬁﬂ%ﬁ%@ﬁfdﬂ%e& M’{Bi%ﬂv@ﬂﬁf@tﬁ%gﬂfb%rﬁﬁﬁhggggﬁﬂg'dm%@@%?@lﬁgdﬁaﬂtaf&itioms from
one phase to another occur to bottom, aide vit n example of this anish patent
with request nuﬁﬂaer Pogg14 % %;f%lé i faoébl?t rea%ng o}rglr%n%ﬁagtﬁ%% erlﬁeal i (?éarﬁﬁ gflé?dj)gﬁé E;/ products"
("Mciquina paral@sw@eamm@f@ﬁ?ézm d@%?@@%§%@ﬂ@e¢%‘f@%{“@ﬁhﬁLﬂ‘é@fé‘é@)tbﬁs‘%ﬁﬁséﬁl‘)(’and

characterized begapsenitiachiigsng, buazkeg WitRiitg, loweripaig, wideneehansbepper patl aeagrssively
narrowing, with hﬁ’eﬁ%&%‘%&ﬁ ERAL thﬁ%prggggggﬂvglg?g%qggv% Hﬁhnﬁléh%cﬁ%{ﬁﬁ 'ﬁ%t??ﬂ%l?%?t the

widened part a d a 2bdevice located near the bottom bucket thaﬁéﬁus es the particles or grains

located indfdle tHRSBUEKERAPRAIE S ARIAPSIRENT PN T Bredisiectustat & #0P KPSty of any
mobile plant thahihstudesithe:chariaoteiistiggp lesor bedphetairs amdlmmﬂmmfachmmm:sjasathNe report.
30 Description Qfthgiinvention A purpose of this invention is a mobile plant that is capable of dosing,
mixing and packaging powdery, granular or other similar products, and transport them in a certified

container 35measuring 40 feet and which operates on a standard horizontal surface, using all the
required Prior state of the art

15
Traditionally, powdery products mixing machinery and plants are comprised of different
phases for the product to be mixed, which operates in a vertical direction; in other words,

transitions from one phase to another occur from top to bottom, aided by gravity.

20 An example of this is a Spanish patent with request number P0381423, "Machine for treating
or mixing powdered, granular or doughy products" ("Mdgquina para el tratamiento o mezcla
de productos pulverulentos, granulados o pastosos") and characterized because it includes a
bucket with its lower part widened and upper part progressively narrowing, with the height of
the part that progressively narrows being the same size as at least the widened part and a
25  device located near the bottom of the bucket that pushes the particles or grains located inside

this bucket upward.

The applicant, who is a subject matter expert, does not know of any mobile plant that includes
the characteristics described herein and are claimed in this descriptive report.
30

Description of the invention

A purpose of this invention is a mobile plant that is capable of dosing, mixing and packaging
powdery, granular or other similar products, and transport them in a certified container
35  measuring 40 feet and which operates on a standard horizontal surface, using all the required

machinery, auxiliary items and tools.



machinery, auxiliary items and tools. 2 A purpose of this invention is a mobile plant whose operation is
remote controlled, ensuring complete control of the pro%luct and its traceability, including a real time
connection with a control centre designed for this purpose, at a location that is different than the location
of the mobile planpuiipelk bf Ahplinpessoofithisrshiknpiont isltte optimizatioreabeosistaisdciatednyith

production and thig, AeiniZARPROhIGRIQFUGHJRIVRLHMS, (HISdRM3EE HnRNIHRGGP Miplignce with

current legislation and the easy operation of the plant, thus guaranteeing compliance with the current
legislation of eat P HRIHIHASIF LAY SPTHRMBAELISTHE AP HE Gt RAALRS {8°BE°R Srihufactured.

Another purposedfithiganvigation is the possibility of developing the initial formulas for the end products
using raw rgaterials from the local area where the plant has been installed; in such a way, that for the

manufacturing 9{ products fa[heach destlnattl%lb t%onl{i can use ggls%léscoré?gtaegt%riltﬁtlcr% urég Jrl#gggc%ﬂahtles of the

SI%I'BOSC O 1S_1nvention-_1s P ek
local raw materials Trom each coun ry. Finally, itIs a purpose of this invention, to devise a quic and

efficient producOBH APt TCRiRRS e bystirrirecd(@as danbiirg /b rore s 2 wlisHi sRsWE It tiaef operations
and transportingethigaglanino acemplpielyicaie mapass.(Re dhemehilecplapideswithaddrdhiiisdnvention

includes a carrying struture iatis eonfiguisaldo e inssrernside.e siradard maritime; shipping
container that ha rswg 1geforrﬁattlll‘?:)ns,twall%h a paretl%?el pipe ?Lapg an gonﬁ%ureg {o house éﬁsl ttﬁ)gitems that
comprise tte plAHHaHESE: and arranged horizontally. These items are comprised of: 25 (i) A first area for

reception and manual weighing of the different final product components that comprise the formula for the

product that Wi"&%ﬂ@%ﬁ&f’&g Hlaceshinsigs saaksp R RUPSEAURN L ansRRE ¢ ihs IRadharea by
means of a heavy rawé{%? erial stacker. 3%{5) A second f?rea that includes aénagigerlal,loa%ﬁiln area that is
ial r

configured to infSHRCEYHS aUGIEN, MsTEREITRE e dosH e, WSTGHEY R Th %R i a Potal volume
container; insertingdp thevprodhattéoacdboraimyfiastthimformpledussirny aashadkeintiianwilbwglvadsthtisacks

received inghe firstRtEAQAIMNA NABRSTalARE Shes Bassing Harauah ity @ﬁﬂtf@to a previously labelled
container. 35(iii)A third mixing area where the container that was loaded in the second area is

Finally, it is a purpose of this invention, to devise a quick and efficient production plant that

includes an optimized assembling process, which allows starting operations and transporting

the plant in a completely safe manner.

20

The mobile plant described in this invention includes a carrying structure that is configured to
be inserted inside a standard maritime shipping container that has no deformations, with a
parallel pipe shape and configured to house all the items that comprise the plant inside it, and
arranged horizontally. These items are comprised of:

25

(i) A first area for reception and manual weighing of the different final product
components that comprise the formula for the product that will be mixed and
placed inside sacks, and subsequently transported to the load area by means of a
heavy raw material stacker.

30 (ii) A second area that includes a material loading area that is configured to introduce the
powdery material that was already weighed in the first area into a total volume
container; inserting the products according to the formula, using a stacker that
will unload the sacks received in the first area onto a hopper, and then passing
through a sieve, and into a previously labelled container.

35 (iii) A third mixing area where the container that was loaded in the second area is
transported and placed under the powdery products mixer where the mixing is

carried out. For this, the mixer holds the container using a set of claws and turns



transported and placed under the powdery products mixer where the mixing is carried out. For this, the
mixer holds the container using a set of claws and turn$ 3 the container upside down and in a vertical
position, subsequently returning it to its initial position once the product is mixed, separating the container
from the mixer. (iv) Attieurtitameauisidsatiefilling icanfigiragdeitithe positjiomdy themartainer, which is

Sheld by a set of claws ang tyrngd Vet L8R0 ppRigPiOhiReFaE ﬁiﬁﬂg machingaraceeging with the

filling and weighing of the sacks, their subsequent sewing and labelling. (v) And a fifth metal detection
area, configured to preverttHé& possibility that the sacks could contain any metallic particle, manual
palletizing of the sadksAafrditheaningr1 ok thiénowaifieyrsd foctie besusadhgrinoTheaanidyistructure

has a paraliel pipe shape gad is,capablg efhelding @lhthetamaithaseomprise thanelantingige: It is made
up of several types of squ%g%ﬂpes Slég(Ported ath%ev ral suppart ointis whicpsprovide it with trigidity. In

its preferred embodiment, one O sfoscle 685" %:tgr% efll isadsembre ni%too{ ?esgcpdr%}%efﬁé%br%egﬁgnup the work

area. The structure also h&&VaEddprifeliBgcessing the upper part at one end of the platform in order to
access the product(adifigaaian.nldg geuaivicarssesmbpomwithotssidasiolpedisan hmingedaadinto a

standard sized container f it r . i re. preferably into f aritime
shipping container. 20 Prigé%ﬁc?%viﬁﬁﬁlngﬁ%ﬁ%g@}v%n #%%fg&fgfqvﬁ? ?tlee?ll er%ti%?e%gwéélgs i%gréﬁg%%%;e
warehoustUsing barcodedbberOMaEEsPdasideP it higMtfacturer specifications, for identification during

the weighing phase. The reception and weighing area is precisely configured for weighing the product,

which is carried-gt &Wﬁk@!ﬁcﬁﬂérﬁgsﬁrﬂzﬁ%&?iby‘&%ﬂesﬂﬂ%%éﬁﬁl%%%%lﬁﬁ%r aofhe Rewilllngigh the

different items used to dg%/lse the formula, inger [

ing.these into a sack. Once the sack js weighed and
closed. it will be-BIHAH B FI Bk ASFGR B 1EFEA SReH Lo SO FIEE Y A ARG directed

and controlled byrbertpamts Phch wividHew|dihecgithe whrltfar¢heraperdtestinite deeedartds @serything
that has been casried alhapsonll prievidecthedabplstaaplacedLo tha satkssandgnalteriageability. 30
The aforementiongd Iabels. coresponding wih theweiphed Ingreglent lot for s, dentiicatiop during the
loading will be placed on‘the satks. These fabels Wifl includé the exact I%rgs. welghed and will identify the
lot of the formullP268IghEs th&hn Gradisist 2 aebh ahdfdEtuiee heliddggtobORtE tHd Palfetidhpleted, it
will be stored insagliedonitiewitblaalift@ct teatipodSloadiig e fisy) grafstackaitinamitiotenaantirue with the

manufacturing REGERSS ontainer.

20
Prior to weighing, all the raw material will be identified when it reaches the warehouse using
barcode labels in accordance with manufacturer specifications, for identification during the
weighing phase. The reception and weighing area is precisely configured for weighing the
product, which is carried out separately on the structure's hinged surface where the operator

25  will weigh the different items used to devise the formula, inserting these into a sack. Once the
sack is weighed and closed, it will be placed on the pallet with the rest of the sacks that
comprise the lot. Everything directed and controlled by the plant's PLC, which will direct the
work for the operator while it records everything that has been carried out and will provide the
labels to be placed on the sacks and ensure traceability.

30
The aforementioned labels corresponding with the weighed ingredient lot for its identification
during the loading will be placed on the sacks. These labels will include the exact Kgs.
weighed and will identify the lot of the formula to which the ingredient to be manufactured
belongs to. Once the pallet is completed, it will be stored in order, or it will be lifted to the

35  loading area using a stacker in order to continue with the manufacturing process.



4 Once the sacks are ready at the platform, the requested container will be placed on the loading
platform. If the container is the correct one as read by i frequency meter, the container will be raised and
will be closed by a set of claws in order to proceed with the loading. At the loading area, one ingredient at
a time will be reQuestisdstkdunit: theparcedeattnthehingredient willdbeSwidibe: anded itnshthieaiipect one
ordered by the gysiem, iyl (GaMGs! 10ading el sd nrdigntidhs Inadingvillbe.actyiird (rotating

valve and sieve) and the sack will be cut by the operator using a razor hooked to a chain that prevents the
razor from bein§*GfSFPEAVHIaE W tha el PO airth e EB AR fadd e DieifitEthe hopper,
discarding the envptysatigtalttie gideéinkhe biorerpentionecu] tadag tispioe thilh ¢radierd wiilltend a
suction 10 grifice 4@ frerent dustyreateriab o 85¢aPNgehNe Contetsbibe horrear iniltalionto a
sieve, through the raiaing valve, This pracqdlte i deycloperl and condelved fo iipinaia any undesired
product that mafilln ave beentinciuded With the' Paw haterial Trony the rest of Hie process. The sieve will be
located at the prOPETicitRE ih Braehasksdrio cnthilp dhat e terisrSorden ifioprbaios amarse drsilsing. Once
sieved, the propeittame prsdtpraduaiiasserdingdéathedd jormutacwilhfaltiatopper cantaiorilagated below
the sieve. The t I i ifl meti c ' in.qrder to prevent dusty
product from es%a %%%E%r?%?%%ﬁ%n%?% %}%&gﬁ éfﬁlglrcli}.{)%}e Cﬂ(ﬁ%&%ﬁﬁwﬁﬁ@gg Igl%)el%ee%élr ?gk%%ﬁ\éw-up and
traceability °OnC&itiie Copraiii e umatedaly SrEpe1aRINS tHaniBalg hrddhpharse tHldrinaifiker and
once 2 0 it is seguvelyhaitebhbe toathe miker Tthe wontduners will deptdraeticapsidediowlnangdheymixing
process will commenre: _%@t%ﬁthﬁ@%@@'g&mﬁ&ﬁg%‘%tﬂ- his siePisesseRtal -ackhieying a quality

product. To accomplish this, a mixer vigh tflyee arms has been de(?igned that softens the process, an

intensifier that i&SsFelAfCUTAF 18t MiS L HEREFSRTL R Bot fith HPEEONAY) SLRstEIs Bigk program
its speed, time derdimperatingndiodecalingt tilsqorevidingh2 Pivpartneystiofthewdrdcesstditizettigiivt sealing of
the mixer js;achigiRdUsiNG.SNEC AhSEsHING L eSSBS withargidw ahilitoanchaintigbingss guamnteed.
Once a certain fine has,elapead.and e mixing, 5. compleied, lne conjanelis relumed i s nita
position where itis separgte(fl r6m the mixer and transporte flot & pacﬁaglng aren. 300nce the contents
of the containerdRa&tdehemElednd Karorsgjasizall bt labakaksion bl toithend Aekenhiliyy or packaging area,
where using a container dump system, we position it on the upper part of the sack filling machine where

the product is pigged;in éb%?hﬁe?ﬁk%ﬂ?ié@%kﬁ B‘?téﬁ‘?@d{r‘{é_er@!?ﬁg -g&%ﬁ&@ﬂ'&ﬁ&?ﬁ%ﬂg& ReINE,QN the cone

that is located on the upper part of the sack filling machine used to suction any powdery product that may
be generat€d dlhtri'ﬁdeﬁ’ﬂéeés%%ﬂbﬁﬁ

RdPErotesshrianitanr SALIRe Arened HPTIHHE Ko R dPariBitéBelling area,
where the sackpm@aressewiddwsingasewhng makhivethatirs hhagingldconTaidawip 5 Atktheasaoks that

have been previpysly sewgchMl RassOYr g Rl HetfClionREe S laGINgREM0n& CARVEYQr belt that
moves Iongnudmallg ¥1rou h a detector in orger fo prevent gngufos%lllb%that the sacks cggld contain any

metal particles. Theit & D5 A Rra SRt RIS WP B AR B AN &L 88 A nd 1abelled
to identify the lovidychedoeigviniab® Hee ningieontaimnseds tenaptid @piravinizoeodsanll afijhid @zmedingsing a
suction vacuumachittheRarirs wilkbe. locatadinse phatiarmednndreler tacarmiodahly pacl eetithis task and
the container wiél be Iabehlleld ingicaégp%it ig cletaérh@nd read%gl to (pe(‘)re-used. W'{th tiL'e Spliamt as dgscribed, it
esigns with long durability and aiy ti SS guaranteed. Once a gertain time clapsed an
can be placed and %ranspprteﬁ Inside a standar {fgfso%t container a(iqr]g wit a?the?equwed
machinery, auxiP&riPiteradsaariers. Hrscarsainse digisBengs! e ifndeaid PR rahpiotebtaerifaistithe
weather, in a vefitilatedmisea aand-piacacian dfleokdfiat isrdevel and able to withstand the aforementioned
loads.
30  Once the contents of the container have been mixed and homogenized, it is transported to the
sack filling or packaging area, where using a container dump system, we position it on the
upper part of the sack filling machine where the product is placed in sacks and the sacks are
then weighed. There will be a suction point on the cone that is located on the upper part of the
sack filling machine used to suction any powdery product that may be generated during the
35  sack filling process. The filled sacks are sent to the sewing and labelling area, where the sacks

are sewed using a sewing machine that is hanging from a davit.



Traditionally, in powdery products mixing plants, the different phases of the product to be 15 mixed
operates in a vertical direction; in other words, transitions from one phase to another occur from top to
bottom, aided by gravity. In this line, the concept is different, the different phases move horizontally, which
facilitates the wailk thirasaskotiiamave peralyitityibysisinepldy ingl the pbe abs snerithdut com pramsiciggsafety and
traceability, for marPHﬁ&Oé&QJ?%F BURIAHAGIDG SIERER SRR M AN D AdE PRI SOE) WRtKiRg Rt the plant

and facilitating the follow-up of the 2 0 manufacturing seﬁlj)ence as it has been projected, and

implementing tHEHEUAESHR) b MEiHg Sh EPRB 3P BHALPALHEm e dMiricstdliBni s & Weanliness of
the plant facilitigheisnetat @ientothaiikbetovamatir aetiverdesignabttad insdaiiatioths ddchBnbétongitental

protection measykes (exesalsing N Rgiieyelisiont Bf thswasteidhaengratadRyithe Kant. whigh are sacks
that will be presgeeqa?ach.ﬁv%k shift (}o be prop disposed of a rds. No other enviro

erl ter ental
hazards will be p?eseoﬁt‘g}nce toéaé?/afdlaﬁ nof’ ]iﬁ}élrbl(é?r% rdltJOrirC’fE; %ét%gg ?ﬁrlrsysi%lﬁiﬁglsv&ﬂf' g’t%rl’géen into
account, studyisgaHecesmpIgiabelathhearoam értlspredgdireadeindsisatress: Air Pollution, Liquid waste,
Solid waste, Noise and Odours. 30 Another additional advantage of the plant is that it allows for
monitoring the igstalled machinegy, I ging, ofapare parts apd the preyentive, predictiye corrective
maintenance to?fénd%e a@y {;#ureés tﬂl at may occurggnsurfrlng tﬁle | rof:es}s continuies from a g%tance

without stbfpagt¥ fERThaRtEat i Hthe AR ARD Masiinsivi AR HIERe SOt AR A 351 Araiffdctured
products and implesrientihgl quinlity, assacaddecn thevwrobesses amdithel fanal pndglickedldis: Wegt, we can

exercise quality gantrelof theRrofusts manulaciyrespiositggnd in line with a control station.

5Throughout the description and claims, the word "encompasses” and its synonyms do not intend to
exclude other technical characteristics, additions, components or steps. For experts in the field, other
objectives, advahtagenalyd cheradeeyistiedof thisiira eltitn thdlldinfgant bbasksriviedifromedtiae tdéxcription and

in part fromeplaging:-thepmention iRtadar aclegont he SAIQWIBELXAMRAIES aROSAVVIRGS: REQMIGIBRN
illustration and are nat intended t Iimit.éhi 1 Oinvention, Additionally, this inveption covers all the possible
combinations of | [C)%lurli%ﬁ ar"taO ﬂg qﬁ?g?enﬁgl %%W %Y’;{%Cegni %‘Hfglgf%’&?ﬁeﬁg&%ﬁ:‘%}?e@ E‘érggtr’lp Fo%%?rﬁgte drawings

15FIG 1. ShowPkrperspechoazgisallvr thehiatiieisoibaarybroaiestmidinpeplaktbapasieRdrhg
structure, purpose piokais MitRaitadmpromising safety and traceability, for the purpose of minimizing the

errors that may be made by personnel working at the plant and facilitating the follow-up of the
20  manufacturing sequence as it has been projected, and implementing the necessary monitoring

and control measures from the central station.

The cleanliness of the plant facilities is excellent thanks to an attractive design of the
installations and Environmental protection measures, exercising proper oversight of the waste
25  generated by the plant, which are sacks that will be pressed each work shift to be properly
disposed of afterwards. No other environmental hazards will be present since the evaluation of
the plant during the commissioning will be taken into account, studying and complying with

environmental requirements such as: Air Pollution, Liquid waste, Solid waste, Noise and

Odours.

30
Another additional advantage of the plant is that it allows for monitoring the installed
machinery, managing of spare parts and the preventive, predictive and corrective maintenance
to handle any failures that may occur, ensuring the process continues from a distance without
stoppages for manufacturing, calibration and maintenance of machinery.

35

The described plant allows for identification of each product via a traceability system

throughout the entire food chain process, resulting in a redundant guarantee of safety of all



FIG 2. Shows a perspective view of the mobile powdery products mixing plant and its carrying structure,
purpose of this invention, in the transport position. G 3. Shows a schematic figure of the first
reception and weighing area, which is an integral 20part of the plant, purpose of this invention. FIG 4.
Shows a schematiufigure dhthéusscatiditogiding aie auathichsisianciniegiel pacdeokthanplant fiparpose of

this invention. Fﬁ%cﬁrcﬁ.hﬂ%@%?g@g&ﬂ%&@%%&hﬂ?%%ﬁ&f%9&&&@&@%&%@5&%?@% RAL@fthe plant,

purpose of this invention. 25F hows a schematic figure of the sacking, sewing and labelling area,
which is an inteJriPpartH? 8L IBlrpose of this invention. FIG 7. Shows a schematic figure of the fifth
metal detection, palletizing and cleaning area, which is an integral part of the plant, purpose of this

invention. 30DefajisgbAsscriRtiaaafhshembodimantandyexample fhafkactisdl mmPadimentafs can be

seen in the attagfied figyres. (e mogile plant for dosing, mixing, andpackaging ot powdery praducts is
characterized for being comprised of a carrying structure ](% and several‘argas for: reception and

weighing (2), loa8aes(8) haikind hesabikdillty (Syaxagngardasisiaitngli8)iseetigatedlidh (7),
palletizing (8) aparciratingdFjonT thsattipeosena in fcirdmtpReas Nt séhbctiurad bydaicormpeised of
several square pipes.(11 Qr everal St ting.pQints wi ' k ight, several
ringes (13) and e TR O E e PN b MO e B e

a 14y w afety rai Imensions of this structure will not be

greater thaf a stAFA4PE- A FHitedntaier o RN et itsprr o sriBrititiensyf partistdisizd enables 5it
to be transporteghifeaestpnrttanchsizeicdindaid éerdiman example of a practical embodiment, the structure (1)
will be constructed using stainless steel square pipe. The floor of the structure will be comprised of carbon

steel laminate profiIFs. The structure's profiles and crossbeams will be made of stainless steel square
pipe Brief description of the drawings

15 FIG 1. Shows a perspective view of the mobile powdery products mixing plant and its
carrying structure, purpose of this invention.
FIG 2. Shows a perspective view of the mobile powdery products mixing plant and its
carrying structure, purpose of this invention, in the transport position.
FIG 3. Shows a schematic figure of the first reception and weighing area, which is an integral
20 part of the plant, purpose of this invention.
FIG 4. Shows a schematic figure of the second loading area, which is an integral part of the
plant, purpose of this invention.
FIG 5. Shows a schematic figure of this mixing area, which is an integral part of the plant,
purpose of this invention.
25  FIG 6. Shows a schematic figure of the sacking, sewing and labelling area, which is an
integral part of the plant, purpose of this invention.
FIG 7. Shows a schematic figure of the fifth metal detection, palletizing and cleaning area,

which is an integral part of the plant, purpose of this invention.
30  Detailed description of the embodiment and example of a practical embodiment.

As can be seen in the attached figures, the mobile plant for dosing, mixing and packaging of
powdery products is characterized for being comprised of a carrying structure (1) and several
areas for: reception and weighing (2), loading (3), mixing (4), sack filling (5), sewing and

35 labelling (6), metal detection (7), palletizing (8) and cleaning (9).



1 0 The structure (1) will be supported by six support points with adjustable height over which the
diamond plate sheet metal rests, over which objects and personnel move about. A side (16) will fold in
three sections and will also be constructed using square pipe and diamond plate sheet metal. The
aforementionedAiinge sanitkfold Fie afokementionad sides Ysingapiisadbersefccapsians pfpssaasy

installation and QasHaRRY- s%ééhﬁlﬁ’ﬁﬁﬁﬁg ﬂ;%ﬂgﬁl%%i’t‘{'ﬂlﬂ%%%ﬁfé%ﬁggt Ig.SiRInIgsS:S(as) mycept for the

steps, which will also be made of stainless steel anti-skid s eet metal. A rectangle will be located at the

end of the laddér B FsFdvitle 48t dy MBUBPE! Palhsrime Bighs P *fﬁéﬂtfblﬁ&%%ﬂ%ﬁa #Hd'Secess
ladder includes haafetyniaddVdilotkehtonprote thahie dntiregerimetenyRICk2is imadd of20sbhinless steel

square pipe, In e eFargacdhiahdhe teeaRtiamand weighing area (2) is comprised of a rectangular
base (21), a variety of hoisting elements, a number of profiles (23), a safety rail (24), a heavy pallet

stacker (25) and a weight scale. In a practical embodiment, the weighing is carried out 25using a
commercial weihtsesiass thisppisiresenppisncaighe seatiilbe tbbhectdt e ehsiRgudnirgssystem and
to the measuringendanireibsystem.fbbe @readyrueaighedipredisaipiitbetransposed hithedoading

section by mea §o? & legd &E@%ﬁ%rota%ﬁﬁﬁégi%ﬁg%E’g%@&%%'%ﬁﬂ%m?%éhoﬁ EEQ%EQ %%9 {5yl also be

variable. 30 FI shows that t IS comprise aload a rotating valve
(32) and a‘LQ.eveTteg UEREY hbve%lﬂw‘esbﬁ’aw&w.ﬁlbéuea?r é%EPIBEEt"YHIIHQJH% %P? k%ﬁi)wfas Adkfucted in
stainless steel, dihiotmivi)l havieamepe nésg, evdhelsitieobjeckaatrdpasphinel entircabantacs eifithisshopper (31),

which is used tq,Jay il sagks YRQMORRD Hie A8 H&l%%ﬁ!@ﬁl{sﬁg %ﬂ@’ﬁ%'&ﬁ&"ﬁﬁﬁa\éﬁcﬁp@ﬂye inside to

retain undesired particles. This screen Wll%iﬂjave an n in a parti embodiment, although it
may be changedh TS Bedhl A0 PToviaH epes PSSR RS B e B AR S BRER Shetallation.
user or client. Sasthe. [wersparttofahis hmbperttank%l) there will be a rotating valve (32) that will feed
the sieve (33). At the upper part, it will have a mobile vacuum powder extraction device. 5The rotating

valve (32) will be onstruqt gﬁln@t@ (@sssesct(e%t %&e ar{ts ggllr% )g:C%nt? \ﬁfth the éﬁfq}uctﬁnd it will be

located between eﬁoadlng e sleve his Valve e eight rotat Ing blades,
driven by a red@&%@%%ﬁé@%éﬁ#ﬁ@laﬁgﬂhﬁ%%@ mé%%ﬁlffs“alémemtﬁy% '@“cﬁ‘i*fb‘lfompressed
air next to the seal kRi&iner pldvalyabéess tothingppaeaat wilkiepfixeane Mt ipgea panifarmiand entinuous

feeding of the sigyg.1 Bcﬁﬁé”és Ihs%f‘é&”ﬁﬁﬁacpﬁﬁ @E}‘}‘é E;‘%B?%H?Qh‘éal:‘ﬁ%"8&%@?&%%&%9'ﬁ?a%%e&‘b'y and
easy cleaning Sls?zﬁr?l éts [ Sczéaesl. an(l)ltal rea})\{leeany hard to access comers and also due to the interior finish of the

surface.
In FIG.3, we can see that the reception and weighing area (2) is comprised of a rectangular

base (21), a variety of hoisting elements, a number of profiles (23), a safety rail (24), a heavy

pallet stacker (25) and a weight scale. In a practical embodiment, the weighing is carried out

25  wusing a commercial weight scale for this purpose. This weight scale will be connected to the

labelling system and to the measuring and control system.

The already weighed product will be transported to the loading section by means of a load
stacker to a maximum variable height with a maximum load that will also be variable.
30
FIG.4 shows that the loading area (3) is comprised of a loading hopper (31), a rotating valve
(32) and a sieve (33). Feeding of the product will be carried out in the hopper tank (31),
constructed in stainless steel, which will have an opening on the side and a tray on the entire
surface of this hopper (31), which is used to lay the sacks upon, open them and unload their
35  contents. It will have a grille inside to retain undesired particles. This screen will have an 8
mm span in a particular embodiment, although it may be changed for a greater or lower span

depending on the specific specifications of each installation, user or client.



The sieve (33), by means of its centrifugal effect, causes different size substances to pass 15 through the
screen as per the user-client specification and the prooauct to be passed through it. This sieve (33) will
include an additional hopper where the product is unloaded that enables coupling with the container
(100). The hopper will carry out the transition from the rectangular exit from the sieve to the 2 0

container's circUlapRNERHINGa .t S FL Gl LG Ml AYE Rifind W}H%M%%R@ﬁé‘)sﬂﬁ% {ipreamglish an air

tight seal and will have a number of pneumatically operated sealing clamps that will hold the container
while it is being 1S38EH)- AU PRIPRFR il WAV AN RO RS WA PR S HIETOPHIS YiRction of this vent

hole will be to 25vent the excess air created during the loading of the product. A pneumatically operated

:i;tinr? table will h%éqs@tﬁ% om&;@sﬂp@rlma%@l;%@c@@mgﬁ{@%%}llAnepm@ice@g,a%hﬁienftuacmﬁl Wiél be)to
ift the container (100) and a ssure on the gasket until the clamps close, 30 T iner (100
holding system taléletﬁre ?‘8%{' rége%}((%%)ﬁlrcﬁ{% the'¥o O\t/.%F’nlé)as&értlﬁjhlé?\pcpee.:r fg ?P)Ig%iﬁr%etﬁlee%eo %ﬁrﬁ%rflsn the area
up to the indicatédVpositioAcTes signmipRsnatisdguidaseniitbe Flatd@D e fedT BOET tHAiftig table.
352. Raising of thatakieumtl dhetaentaiserdappligecpngsamipraretheifilethopResgnsianes. @peration of

the sealing C'a%QPVe%aﬁ.}gAg{ge% %Hmﬁﬁ%%t%%?ig O A 'En'%?npgﬁﬁ%?})

ed will he accomplished using a
number of pneumatic ated clamps. These clamps are |rreverS|a%, w% %1 1m%cﬁaneic:fls\%)cking

system. Methahical ToekiAy IR dien it yiimettay AtethETocrEgksbetisiidyrayt rsy, drHmain locked
in spite of dropssincthie doepresdiare. nberthe lackedcpositiomdsateadhedy the meylisrdériviilbh dteretract
when external fofggs.act on the holding arm. The clamp can only be opened by activating the cylinder's
forward chamber. The clamps will have inductive detectors to indicate their position, open or closed. The
sealing clamps will have support claws where height regulators will be located to adjust the 1 Ogasket's
tightening torqué&hd kieveor@tiner s:¢aa0yiftingetafecd @ffpcin ¢hiscnoifiimitingzprabiicatexanmple, is
comprised 5 through the screen as per the user-client specification and the product to be passed through it.

This sieve (33) will include an additional hopper where the product is unloaded that enables

coupling with the container (100).

The hopper will carry out the transition from the rectangular exit from the sieve to the
20  container's circular opening. This circular area will have a ring with a flexible gasket to
accomplish an air tight seal and will have a number of pneumatically operated sealing clamps

that will hold the container while it is being loaded.

This area will have a vent hole with a sleeve filter. The function of this vent hole will be to

25  vent the excess air created during the loading of the product.

A pneumatically operated lifting table will be located on the floor where the container (100)
will be placed, whose function will be to lift the container (100) and apply pressure on the

gasket until the clamps close.

30
The container (100) holding system at the load area (3) will have the following sequence:
1. Placing the container in the area up to the indicated position. To accomplish this,
guides will be placed on the floor over the lifting table.
35 2. Raising of the table until the container applies pressure on the filler hopper gasket.

3. Operation of the sealing clamps.



of a stainless steel plate. At its bottom it will have two pneumatic cylinders with inductive detectors to
indicate their position, open or closed. This platform wifl include loading cells to 15 control the weight
when the filling is complete by product lot and detect errors if applicable regarding missing ingredients
during the monitdsidigObthie: fibimngisequeroehikl $0itddegdcidbaivitieop asitionéshedntaipear isnaampletely
empty prior to f'Bf‘(?JQﬁnﬁ%htﬁ’#ﬂ@ﬂerH?eE '@a%)w@h?&@ haighemixing:area (s madeHpchadixer (41),

comprised of a 2 0 cylindrical container (42), a slow central shaker (43), a side intensifier (44), several
clamps, a ring YA HBUMSS AN S KPR R ATV HHY PRbIRnEs 7)edd T RURER E R supports
with bearings amdraimbidicd pesaitdopldmetanytiearboxsasswelicashe miked vesiting isystehadbthaneans of a

side filter that is.aufamatinally Retivatad atihenMosmeRLE g 1 IRIrasingntherpixgehseRtaingrye order to
vent the product aend dqg)t c:c%téggnarghgveﬁ%%ﬁg,f&a iar}ﬁicdh% t %rmixer (41). 25 The mixer (41) is preferably
constructed in stAniesy Steeland in this practical example, will be comprised of a cylindrical container
(42). The mixer will include a centre slow shaker (43) at its bottom, comprised of a three blade rotor,
operated by a ragigctionpner with fraquerciewatiaton 3aiAise tmbis foixeam(4dpewilrintivde arside
intensifier (44), comprised of g shall.with,several Riades, a8, whsig sachPLade. il havs g paddles and
will be operatedg ai/lilﬂrggym'oto? w‘?tlﬁ?;ec?uer{;ky vgr}%atsor. 10 Th% Bo%y‘s 8y|inc}er vf/ilﬁcﬁgve a fﬁlwlg on the
opposite it of FHELEHEAFBITSKEIIHFat will house a gasket for sealing the container. Likewise, it will have
a plurality of holding clamps, identical to those described in the loading area (2); it will also have a lifting
table (47) with thg.samefurction asrdgscined doy, ifting tahieiki0d) phitedoadingiarga (RbRelhe turming

of this mixer will he accomplished via two semi-axles on the cylindrical-vertical part with one of them
supported on a %%ﬁﬁfﬁfl P58 RPIAGs Ah i tRAUSIRAT BHE BN MR8 BRIated IS St BlkHSX. 1 0To
turn this reductidetartotoro widicitdrihtenoseferredeambddindedhis Hydeaulicibutlodeldddameglestlyio or any
other equivalenttype Wil \RgARRGEMINIIG; IS CRIPBR BY NGl GREGK-WRiskHSthgpicallyecomprised
of & tank with gaskel,and.a cover for e, apic, t il incliude agear pmp with 8 bell and cayping to an
electric motor. It Wil aiso Nclude & base p ate with an a(ﬁus able sa efy aive and three air operated
valves for operdfiffghtieori@rad feTioter s caBnisit ieBnnoriaeta filbw ftfBifsrdh the line to regulate the
turning speed, stopping at any turning point, depending on whether or not the mixture is optimum. The

hydraulic motor gfg as a,rake i, £ase ﬁ’ﬂ%igg‘a%& ] Piisaﬁiﬁé’%do‘foiuﬁﬁﬁ%wﬂ),dH§F¥8r§e§°8¥ea[ failure,

preventing the mixer from moving. It will include position detectors at the container locked position as well

as the 186 furn pOGIEDTH! teREiRgEIAtE Parknirdshebrédiet YRRV IO pieR 0iBEREd in the
sacking area, opepatinghsinusltangaigiyserl ¢y, omiiof theln(47)Gvor shded thai thesask filppgrarea (5) is

comprised of a Wgemeffn(ﬁé-)rﬁﬂg %&éﬁlﬁh@%}y gearbox, as well as a mixer venting system, by
means of a side filter that is automatically activated at the moment prior to releasing the mixed

container in order to vent the product and not cause an overpressure inside the mixer (41).

25
The mixer (41) is preferably constructed in stainless steel and in this practical example, will
be comprised of a cylindrical container (42). The mixer will include a centre slow shaker (43)
at its bottom, comprised of a three blade rotor, operated by a reduction motor with frequency
variator.

30

Also, this mixer (41) will include a side intensifier (44), comprised of a shaft with several
blades and where each blade, will have two paddles and will be operated by a motor with

frequency variator.

35 A clamp has been placed in front of this intensifier (44) in case the intensifier system is to be

duplicated in the future.



25The container coming from the mixing area described in the previous step, will be introduced in the
sack filling machine's lifting system, consisting in a coni¢ hopper constructed in stainless steel, that spins
about a shaft supported by an L shaped crank. The hopper (51) will have a ring with a flexible gasket to
accomplish an dindightyseallBdeandWidhbavinaauirhgpodiprad wiaticalytopeistedisealingalsmps that will
hold the containgrwpii ligiReiRgdpiaaded ldisarea wWillhave ryuant et aslgeye filigs S0 mmin

diameter. The function of this vent hole will be to vent the excess air created during the unloading of the
product. 35A pridUR9atidairy Bsba e aRp s il b brsey vhi HE Re SRIsHEr WHE' dhiaimer will be
placed, whose fimetionaxilbtseibediforthéicp riang O dnd tipdprdingsser€on the gasket until the sealing
clamps close. 11 The container holding system at the unloading area will have the following sequence: 1.
Placing the contginer in the area up to the indicated position. To accomplish, this, quides will be placed on
tho floor over tho T Ao Mg et B e R o o e A e S e o
hopper gasket. BROWEhagitsnobthee SEBmeTr¢lamnpsumed tophpbrtigizhadopp e 19nwiiniricioeiera butterfly
valve that will belasecbrueiag harbatire lifting sequence and will open when unloading. The valve will be
pneumatically 1 Ooperated. A discharge apparatus will be placed inside the hopper, which will be
operated by an external reduction motor. Hopper (51) will also include a central axis with scheduled air
outlets, deépendity Bt FrEUHon BaREiAten i o Rpisg S radedprotuct e vlin Ao mifulfe a hammer
and vibrator 15td«cairyoouhthese sgmelfmocignsvill ive saisipgl amdduiningwiithie dbpdpbioppekwill be
accomplished a@ﬁf&h@@lﬁ%‘f&ll’;‘/'%ﬁﬂ%ﬁ @Pa%%éft‘lﬁ’@%ﬁ@tdaﬁ’@ AQRIghoRealRd RIanetan@earbox. The

turn will be approximatel
PP gear pumpywith a bell and coupling to an electric motor. It will also include a base plate with

an adjustable safety valve and three air operated valves for operating the hydraulic motor. It
15  will also include a flow regulator in the line to regulate the turning speed, stopping at any
turning point, depending on whether or not the mixture is optimum. The hydraulic motor acts
as a brake in case the gear pump is stopped voluntarily or due to a power failure, preventing
the mixer from moving. It will include position detectors at the container locked position as
well as the 180° turn position. This hydraulic pack will be connected to the hydraulic pack

20  located in the sacking area, operating simultaneously or only one of them.

FIG.6 shows that the sack filling area (5) is comprised of a dump hopper (51) and sack filler
(52).

25  The container coming from the mixing area described in the previous step, will be introduced
in the sack filling machine's lifting system, consisting in a conic hopper constructed in

stainless steel, that spins about a shaft supported by an L shaped crank.

The hopper (51) will have a ring with a flexible gasket to accomplish an air tight seal
30 and will have a number of pneumatically operated sealing clamps that will hold the
container while it is being unloaded. This area will have a vent hole with a sleeve filter 50
mm in diameter. The function of this vent hole will be to vent the excess air created during the

unloading of the product.

35 A pneumatically operated lifting table will be located on the floor where the container will be
placed, whose function will be to lift the container and apply pressure on the gasket until the

sealing clamps close.



155. The reduction motor will be housed on one side of the L shaped crank and will be 2 Ooperated by a
hydraulic pack identical to the one described in the mi%ijng area, in the preferred embodiment with
hydraulic motor. This section will include a pneumatically operated vibrator that will be used to handle any
possible obstructions encountered during the product filling process. 25 Holding of the container while it is

being U”|OadedW_é'&ﬁtﬁﬁ@%ﬂfﬁ%‘?ﬂs@ﬁiQgtﬁe%Hmé%ﬁﬁgoefr%%ﬂﬁ%&ﬁlb’f&ﬂ%?gge&@mgﬁ- These clamps

are irreversible, with a mechanical locking system. Mechanical locking is a safety system that once the

locked position is rdach@8 Rl FefARHNEcREd i EHtePol a8 DIt ZPets Pt R e teked
position is reached, the 3Quydiesder Wil piordaindabe Hdverrextdmdliforeddeact on the holding arm. The clamp

can only be;opened byragivatingdhd exlindetesinadappanbrEsurd fifusdamppiitppavaganeumatic

cylinder that ensures aodg}aetr[)nin?glg%% nthgult IS %ppropriate to secure the container. The clamps will have
inductive detectors to inAicate their paosition, ao’rg%pen or closed. 12 The sealing clamps will have support

claws where height regulators will be located to adjust the gasket's tightening torque.  FIG.6 indicates
that the sewing anddpbelling areadgheis somapnseduat a davi (g Ljirermwiwah fithasgaaitached toa
sewing machine,(G@)- g, Sgidili g madnauilie A sommercialelaingpackaing magtine with it
own electronic equipment; easy to use and with large capacity for information. Among its operating
functions, We cam®initlighttdaarrarrmay MR R sdrbvide 6 BmgREdi¥pish M oPp QER e nits
display; total weighktpackagckidispiatyy.thick flow regulation; thin flow regulation, automatic regulation of
thick doser flow; self setting to zero at the start of the cycle; manual start selection; cancel dosing
selection; rated weight, thick dosing.and thin dosing programming functions; programming the initial
ety prograr MR Al 1Ry BFOSEa ARG hObor S HOSb S8 oG Thd Seight o be
packaged, vibratiofuttSoHasgeatatmptenforseicksdpitvdopenihyiWithadenhated: Andisading Wwithoendless

spindle. Itipcludgsa-nanurkyaaHyiaaxtracting the powdery product during the filling phase and
manual cleaning of the filling area. It will also include a weight scale to ensure the sacks are filled to the

proper weight.
The raising and turning of the dump hopper will be accomplished about an axis, with one of

its ends supported on a motor operated planetary gearbox. The turn will be approximately
155°. The reduction motor will be housed on one side of the L shaped crank and will be
20  operated by a hydraulic pack identical to the one described in the mixing area, in the preferred

embodiment with hydraulic motor.

This section will include a pneumatically operated vibrator that will be used to handle any
possible obstructions encountered during the product filling process.
25
Holding of the container while it is being unloaded will be accomplished using a number of
pneumatically operated clamps. These clamps are irreversible, with a mechanical locking
system. Mechanical locking is a safety system that once the locked position is reached, will
remain locked in spite of drops in the air pressure. Once the locked position is reached, the
30  cylinder will not retract when external forces act on the holding arm. The clamp can only be

opened by activating the cylinder's forward chamber.

The clamp will have a pneumatic cylinder that ensures a determined force that is appropriate
to secure the container. The clamps will have inductive detectors to indicate their position,

35  open or closed.



20 FIG.7 shows the metal detection area (7), which is comprised of a conveyor belt (71) operated by a
reduction motor (72) and a metal detector (73). Oncéthe sacks are closed and labelled, they will be
placed over a conveyor belt, operated by a 25reduction motor, where a metal detector will be placed at
the centre of saithbetylinstalledsinglclva syygponerathad the: énigle winihtak thél bell@asgas tldjeugh the
metal detector. %@@m{@ltﬁ[%@t@%gommercial type and has a data output that can be connected to
the computer system. There will be a barcode reader next to the metal detector that will read all 30the
sacks that pass through the detector and will identify if any sack must be rejected because it contains
some type of m&t&l.6Tinéqpaiahiaitiy arean 8inislcoripgsec 6fasvanigtysofl phHaks arel afweightistale used

for weighing thepaliets: @Unee ihe sacks hagpassed through the metal detector, these will be 35stacked
on pallets up to a maximum weight value. These pallets will be weighed using a weight scale to determine

the weight of each unit. 13 The cleaning area (9) is comprised of a vacuum (91) and several containers
(92). A cannula Witl trska(illih Bashirre €18 15 dgcarapetsl Juraishi B Rekeg At ngsIHgtHe 9¥euum. The
cannula will be breging fegmipmeiayitisyotdeaisto fagilitate itsemoupmientranthhandliog. Ahbgvacuum is a
manual type, si f fety, cerifj r explosi 0 A cting liqui d/or
powdery materie R L i oy, PSR e

cylindricat-JertiddFstisdetriithiehlatigh ehpedaf B e fsratitRétionick flow regulation; “thin-flow

regulation, automatic regulation of thick doser flow; self setting to zero at the start of the
cycle; manual start selection; cancel dosing selection; rated weight, thick dosing and thin
dosing programming functions; programming the initial delay; programming the final delay;
programming the number of packages, programming the weight to be packaged, vibration

15  charge, adapter for sacks with opening with demand and loading with endless spindle.

It includes a manual vacuum for extracting the powdery product during the filling phase and
manual cleaning of the filling area. It will also include a weight scale to ensure the sacks are
filled to the proper weight.

20
FIG.7 shows the metal detection area (7), which is comprised of a conveyor belt (71) operated

by a reduction motor (72) and a metal detector (73).

Once the sacks are closed and labelled, they will be placed over a conveyor belt, operated by a
25 reduction motor, where a metal detector will be placed at the centre of said belt, installed in

such a manner, that the entire width of the belt passes through the metal detector.

The metal detector is a commercial type and has a data output that can be connected to the
computer system. There will be a barcode reader next to the metal detector that will read all
30  the sacks that pass through the detector and will identify if any sack must be rejected because

it contains some type of metal.

The palletizing area (8) is comprised of a variety of pallets and a weight scale used for
weighing the pallets. Once the sacks have passed through the metal detector, these will be
35  stacked on pallets up to a maximum weight value. These pallets will be weighed using a

weight scale to determine the weight of each unit.



1 0 that wants to be achieved and all the elements required for this purpose such as the ring and the
cover with top handle, and the four lower supports wh re the swivel type wheels are installed that allow to
easily slide the container. Auxiliary services and equipment required for the normal operation of the plant.
15 It will includeTan déafriae atragOympeesparcivbiiah wilhsuPplaadrstoalll toatplant' s9eguipment via a line that
will run from the compressor chamber, via a metal line, through the entire structure that contains the
equipment, branching off to each section, with a quick disconnect fitting and a shutoff valve. 20 The
supply pressure WitrBE L HE AT B dhEr dry the o SPOifdiAl BréQelifaTadtie8 riwiBe blaced at
each usage poifheTaenalr eoliiprbssongfibine: dagormestaisl fypbiasvier mdvenizoiad, lIsodhwiproofed and oil
free tank. Gpviously, if the area where the plant is to be installed has its own compressed air system, this
part will be elimj aetegcfronrln. tge mf(jjlrrllaLIZSinstarllla]go :aFéI?nt %gtnmcgqq.agf cgniol. sl}/ste(r)rg.a'l'ege roduction
operations are irécted rom a cerﬂra‘lei’él, Whieh'basica y ?’ésprolnlas 0 anr3y'asdurante o the dosing,
traceability throtgirstingiaiffereiemsian matpitdecsnarachliSPenahes sRans @t sony dfthe important
parameters in the process that affects the product. All of this will be interlocked in a communication

system to accesﬁlg'ééﬁ%ig%ﬁgfﬁb@‘a@% Q&H%éﬁ-%ﬂ?i%@;% f?ﬁéﬁ%@%ﬁﬁ%{%@%ﬂﬁ E&%}%%%é&&%‘ﬁion 35To

accomplish this, a series of stations, with software t suita output requirements, which

enable thé ProcBes Y3Be frRecsbievedAngd tHehe ctemgmthiemisi s SBISIRES G5Ot 1_iy8 Pidgram and
standard procesbethatmusthacgohapdiny dine theofductloder ThepsamehintotimataneWilifoevwdisplayed in each of
the screen statigns, j\whigh leeté%ﬁ,iggggmt'&ggtm@js seen in real time from any point via the internet,
with the difference that the corresponding operator will only be able to operate the part corresponding to

the plant he 5is in.
Auxiliary services and equipment required for the normal operation of the plant.

15
It will include an oil free air compressor, which will supply air to all the plant's equipment via
a line that will run from the compressor chamber, via a metal line, through the entire structure
that contains the equipment, branching off to each section, with a quick disconnect fitting and
a shutoff valve.

20

The supply pressure will be a maximum of 8§ bar and the corresponding pressure reducers will
be placed at each usage point. The air compressor will be a commercial type, over a
horizontal, soundproofed and oil free tank. Obviously, if the area where the plant is to be
installed has its own compressed air system, this part will be eliminated from the final

25 installation.

Plant command and control system.

The production operations are directed from a central PLC, which basically responds to an
30  assurance of the dosing, traceability throughout the different parts of the process and a list that
contains each one of the important parameters in the process that affects the product. All of
this will be interlocked in a communication system to access all the data from the group's

central station and operate from the central station.

35  To accomplish this, a series of stations, with software that is suitable for the input/output
requirements, which enable the process to be traceable, while the PLC will monitor these

inputs/outputs using a program and standard process that must accompany the product.



The information that will appear on the screens will be the following: List of manufacturing orders
scheduled for a day. These manufacturing orders will bd 1 0 differentiated by colour, depending on the
status they are in: Not started, ingredients prepared, load in mixer, Unloaded in the container, unloaded in
the sack filling machine, and completed. The date, time and number of the operator that has carried out

the action will bggtarad '&R)%Qt%t%lsﬁp&?fa%@&*}noém anasesrheiginantiaciug.arder has

been completed in the sack filling process, all this data will 15be stored in a database (dlfferent from the

planning databd2&) ™ RHEHEAL 1 HHE Eab4Ls WPH& AR AON ARG HSE X8y RERRR P4t least the
following: Manufactringondimbeperitamelofriyeprotiuct opPrate thadatinsertbindiredie Hts Matehprepared. 2
0- Number ©f thg gperator that has prepared the ingredients. Date and time the loading of the mixer
began. Number of the operator that has filled the mixer. Number of the container that has been filled.
Date and time the loading of the mixer finished. 25- Number of the operator that has finished loading the
mixer. Date and tiiefarieatiox&rivis! aphsaioedthenerisshe vdf Hsdhspellarapghat has started the unloading of
the mixer. Date and time the unloading of the mixer finished. Number of the operator that has unloaded

the mixer. 30- Date ang, (e e SORTRAINCS RS SHRUSH QR 1§ SAC HINGIAENDStders will be
10 differentiated by colour, depending on the status they are in: Not started, ingredients
prepared, load in mixer, Unloaded in the container, unloaded in the sack filling
machine, and completed. The date, time and number of the operator that has carried
out the action will be stored in each of the steps of each of the phases. When a
manufacturing order has been completed in the sack filling process, all this data will
15 be stored in a database (different from the planning database). The data in this
database will be in a non-limiting nor excluding manner, at least the following:
- Manufacturing number.
- Name of the product.
- Date and time the ingredients were prepared.
20 - Number of the operator that has prepared the ingredients.
- Date and time the loading of the mixer began.
- Number of the operator that has filled the mixer.
- Number of the container that has been filled.
- Date and time the loading of the mixer finished.
25 - Number of the operator that has finished loading the mixer.
- Date and time the mixer was unloaded.
- Number of the operator that has started the unloading of the mixer.
- Date and time the unloading of the mixer finished.
- Number of the operator that has unloaded the mixer.
30 - Date and time the container was emptied into the sack filling machine.
- Number of the operator that has unloaded the container.
- Date and time the packaging ended.
- Number of the operator that has finished the packaging.

35  The manufacturing orders will be input daily from the operations centre via a SCADA system.

For all the above, the operation by phases is defined:



Number of the operator that has unloaded the container. Date and time the packaging ended. Number of
the operator that has finished the packaging. 15 Weidt‘ﬁng: In the weighing process, attached to the
general electric panel, called CDS1.2, which is located near the safety rail and where the following
equipment will be lovatigting:abeh¢eadletink pheltinngamabhine the SoradreldatapaninedtinObih.2he weight

scale. At this termi”@hiEﬂ%sﬁ’é&téH%M%‘%Q?ei}?UQY‘QH@M&%WHQ%%Q%&H%&MK% Ragsdhe formula he

is going to mix on the screen. The contents of the sacks must be known: Weight and Product. 2. The
operator will make up the brohﬁlbetlé%aﬂﬁﬂicated on the screen. Then, if this product has a barcode, this
code will be read with the reabi@rliithewrelader doesn't read it due to a problem with the label or a fault, the
operator wi then enter the bajgede 15using the keyboard. 3. In response, the printer will print an

adhesive label, which the opgrator will stick to.the full. st%ck. In cases where a complete sack is not
. = a connection with t ﬁ W%‘é scale. . .
required, the procedure will be e Line except the désired weight will appear on the screen. The

operator will carefully open the sack with the raw material and will place an empty sack on the 2 0 weight

scale; he will then tsaamshoyeld@iadchpmdialeustibieachingithe value on the screen. Once this weight
has been reached, the printer will print a label which will be placed on the sack with the formula once it

has been closed. Subsequently, it will print a second label that will be placed on the rest of the sack with

the raw material. THe fINC2RKLA SR BS koAb ibfuls SURK LT QreRbeTgrE Wit (R oBiSI9tRE by the
operator on a separate paitekswhigtbaisovith:CakidormdiRrg@hikbet”. 4. These procedures are repeated for

each one of the compeRnys.HBE RAYHARRBARD NS SHEER MMIHDE formulR DasihepR ampleted. As

a result of these procedur§s, there will be a palleti called "fo,rm%la paIIet"tand the rest of raw materials

from which the ingredient ﬁaillgaf)cé) & vﬁﬂ(_ie will be read with the reader; it the reader doesn't read 1t
due to a problem with the label or a fault, the operator will then enter the barcode

15 using the keyboard.

3. In response, the printer will print an adhesive label, which the operator will stick to
the full sack. In cases where a complete sack is not required, the procedure will be
the same except the desired weight will appear on the screen. The operator will
carefully open the sack with the raw material and will place an empty sack on the

20 weight scale; he will then use a shovel to add product until reaching the value on
the screen. Once this weight has been reached, the printer will print a label which
will be placed on the sack with the formula once it has been closed. Subsequently,
it will print a second label that will be placed on the rest of the sack with the raw
material. The full sacks as well as the formula sacks that are weighed will be

25 placed by the operator on a separate pallet, which we will call "formula pallet".

4. These procedures are repeated for each one of the components that have appeared on
the screen, until the formula has been completed. As a result of these procedures,
there will be a pallet called "formula pallet” and the rest of raw materials from
which the ingredients have been drawn.

30 5. The PLC has kept records of the following: Ingredients, lot code, quantity within the

tolerance and time it was made.

- Dosing: The "formula pallet” is transported using a stacker to the loading area, where the
operator removes the sacks from the pallet one at a time. A control panel is located near
35 the loading area that is comprised of:
- Label reader

- Touch screen



305. The PLC has kept records of the following: Ingredients, lot code, quantity within the tolerance and
time it was made. Dosing: The "formula pallet” is trar?s?)orted using a stacker to the loading area, where
the operator removes the sacks from the pallet one at a time. A control panel is located near 35the
loading area that is comprise@wafibltalel reader Touch screen 16 Pushbuttons The procedure
operated by the central PLC of this plant is the following: 51. The operator will enter the container no. to
be loaded. 2. The operator places the sack on the horizontal part of the loading and reads the dosing

label with the reXde? G SRSEEELEY Y U GAENS RIFEHEHEISISY Bi$ the screen is displayed in

green and the operator opens the sack, and empties it in the loading area. 103. The sieve, rotating valve

and the vaguum wil] autgmaticadyRegindaRRemimasiPidbe Radhere is an indication that the container is

perfectly set in placjf he bottom. 4. The PLC wtiﬂeqlegljn atgfiigg B'E‘?hgilffeée”t Cﬁ%&{‘&@%&“ the formula
5. .

until completing it. ed(r)1pge:r e Bﬁ?f)ésees% this par?o?ot & processis the' Srrlnogenlzmg of the different

components of the formuldabakaitihtheHepdantonererceiraideds Hodhe: phe cespomertthgdurpde of
controlling this process, wechaesaizprial panedconnactastadheesntiabRkGuitmpiesfallawiag items:
Screen. 20 The procedurelj)g(}ﬁriga@ ase is as follows: the operator will check that the formula appears on
the screen when the container number is entered. If the container is correct, the process will continue in

the followihgy phase$: 281 ¥shiiattie abitaddhto tHE mikdt Atersrica ks Procnsfait sitplete, a

"ready for mixing" indication witeaippeardontihe tbarderontainer is perfectly set in place at the bottom.
4. The PLC will begin adding the different components of the formula until completing
it.

15 - Mixing: The purpose of this part of the process is the homogenizing of the different
components of the formula, inserting them into the container's dosing process. For the
purpose of controlling this process, we have a control panel connected to the central PLC

with the following items:

- Screen.
20
The procedure in this phase is as follows: the operator will check that the formula appears on
the screen when the container number is entered. If the container is correct, the process will
continue in the following phases:
25 1. Connect the container to the mixer and once this procedure is complete, a "ready for
mixing" indication will appear on the screen.
2. From this moment, the central PLC will be in control of the following parameters.
a. Speed of the quick shaker and connection times, as well as the slow shaker.
b. Inclination if applicable. Three 30° angles
30 3. In other words, the PLC will begin a mixing program using the different parameters
from the mixer, depending on the product to be homogenized, recording the times
and time it was carried out.
4. Once the mixing program has finished, the mixer will separate the container from the
mixing head, and will then indicate this on the screen and by means of a ring tone
35 is applicable. In this phase, the PLC will record the total monitoring of each one

of the phases in real time, until the mixer is opened and separated from the

container.



2. From this moment, the central PLC will be in control of the following parameters. a. Speed of the quick
shaker and connection times, as well as the slow shaKef. b. Inclination if applicable. Three 30 angles 303.
In other words, the PLC will begin a mixing program using the different parameters from the mixer,
depending on the product to be homogenized, recording the times and time it was carried out. 4. Once

the mixing program §ias; fifigRediios mixey WilkseparaiR.ihe santainer fomdhe midmhsa.and will then

indicate this on the screen and by means of a rln(? tone 35 is applicable. In this phase, the PLC will record

the total monitoring BfEaEHE Bivd als Seiehsd saikintloding the AResalis parislFSHa REs¥ated from
the container. 17 SadKdliiligg Thenpludsode bf thisypréoedyed is thanome&theipgqdostis Horlegenized;
place it inside indivigpallymeighes] sackssheckiRgdhaling seipliaparticles are present and labelling to
include all the parameters_us«id ‘éhh*?e nrlnagggacturing process. In this 5phase, the control panel includes
the following equipment: Labelling Iachine Touch Screen Pushbuttons Weight scale with data
connection. 10 The entire assEWBlP&iibe connected to the central PLC, which will include the same
process that can be defined irdfigdaliawing paragraphs: 1. The container is brought near the dumper and

we enter its number on the Scxﬁ%%ﬁtilc%ﬂ?%?{ﬁ%ﬁa the process begins

10
The entire assembly will be connected to the central PLC, which will include the same
process that can be defined in the following paragraphs:

1. The container is brought near the dumper and we enter its number on the screen; if

15 correct, the process begins.

2. Once the container is attached to the dump hopper, the hydraulic mechanism will turn
the container upside down.

3. At that time, the sack filling will begin once the operator has placed a sack on the
opening.

20 4. The sack filler will fill the sack with the preset amount, which will be controlled by
the PLC.

5. Having reached this point, the doser stops the dosing. The operator transports the sack
to the weight scale connected to the PLC and adds/removes product with a shovel
until the value preset by the PLC is reached and displayed on the screen.

25 6. At this time, the label maker prints a label with the product data, visible sales
company and production data on the barcode.

7. The operator uses the sewing machine to carry out this task and closes the sack.

8. The sack processed and sewed is transported on the conveyer belt with an integrated
barcode reader, and this information is sent to the PLC, recording that the sack

30 passed through the detector with /without any problems. If there is a recurring
problem, the sack is rejected.

9. After exiting the detector, the operator can see on the screen how to palletize and what
quantity he must place on the pallet.

10. Once this amount is completed, the operator confirms and the label maker prints the

35 pallet label. All these operations are registered in the PLC records, including the

times. Also in this phase, when the container is emptied, the dump hopper turns to



2. Once the container is attached to the dump hopper, the hydraulic mechanism will turn the container
upside down. 3. At that time, the sack filling will begin biice the operator has placed a sack on the
opening. 2 04. The sack filler will fill the sack with the preset amount, which will be controlled by the PLC.
5. Having reached this poiht, theiddpesistapsdhne dasinge:, Thecopetatdopinspoitehéthesacktanthe weight
scale connected to the PL@&%&W@@W%MQI[%; é@ﬁﬁ@tﬂ‘%ﬁhi@g}e@e value preset by the PLC is

reached and displayed on the screen. 256. At this time, the label makert%rints a label with the product

data, visible sales cdmpSAY ¥t Brdd6SHBHA B 8h Hsansd sdpdicreheBpehsdr L dasHrerdRing
machine to carry out this taskreed lolosak ihe shekl@nifigepbask procegbedeanchsewethis arankported on
the conveyer belt with an integirateshias cRdgireadRrwansethisdofrunation is sent to the PLC, recording
that the sack 3 Opassed through the detector with /without any problems. If there is a recurring problem,
the sack is rejected. 9. After exiting the detector, the operator can see on the screen how to palletize and
what quantity hd Patesiepratsevsh wieapaidhe PBCOvEehthidl amplier 8y rpieethetperlbsararssconfirms and
the label maker prints the 35pallet label. All these operations are registered in the PLC records, including
the times. Also in this phase, when the container is emptied, the dump hopper turns to 18 the vertical
position and at that time, removes the hopper from the container and the screen will display if it must be
sent to the cleaning area. 11. Cleaning area: The container to be cleaned as indicated by the PLC will be
entered on a screen located near the cleaning phase, where the person carrying out the 5cleaning and
the cleaning time will be controlled. These records will remain in the PLC, which will simultaneously
control the on-line process.



19 CLAIMS 1. - Mobile plant for dosing, mixing and packaging of powdery, granular or other
equivalent type products, which is remote controlled frbth a central operations station and 5 includes a
first carrying structure (1) configured to be inserted inside a standard maritime transport container free of
deformations, rectangular shaped and configured farildising all the items that comprise the plant and
arranged in the horizontal plane, characterized because this plant includes: (i) A first area for reception
and manual weighing (2) of the different final product 1 0 components that comprise the formula for the
product that will be miXed 8 WL DRIEH <08 a RS et IBSKIR A Y BOHS oY 1888 area by
means of a heawyuraalenhayeri s stackemidhAsseoond cdethdtingludesaanepertibioadifignared (3) that is
configured to intrRaiace therRQUFRR: Maletal thptyvwasaleadyivaighed inine fitsialed dfQutotal volume
15 container (1(%0 : ins%tiﬁltg. tgefgreoc%u#tf% %%%%din% %gnth a}‘o ?%%ﬁé léscin a sgactlée tha% wi Illdlnload the
sacks received in the first area onto a oprper,loarsfdr ﬁengicl)asgln rréug% a ulreve,'iooélsﬁ)réwous?ly labelled
container; (iii)A H§irg tikiogareathe plophand aangenhiaitehpigadlinlthe derasterred hecansespisrted and
placed under thglppwdrideproducts mixer to carry out the mixing; where to 20 accomplish this, the mixer

(o) Qrae the comginet SASPhRY FPRNSEA 388 LSS AN ROSSIoNR e SRUAINAR(T ARlaEIa donn

and in a vertical position, returning it to the Initial position on roduct has been mixed, detaching the
aforestatet’container fronf AU dbate P RIRET. ik fRri8lariRrafsaPrar ety ks nEsArtgUed for the
position of the container, whicll is2f grakbeddbyaspeatclawspand turied dadthea/eyticedpagition, on top
of the sack filling machineh&l;%g%gq%ge}qgﬂgtyggeﬁlling and weighing of the sacks, their subsequent sewing
and labelling (6); a% %/)A fift metgl detection area ,(7)},] configured to prevent the possibility that the
sacks could carry afy MeEtEMid Bt RTRINGRT BRI ’é‘?&f%@%%ﬁ?éﬂﬂfﬁgﬁﬁ%%c{ Cof the
container so it can be usethapetinlery m@eNibHide \plantrfaddosigesdmixhedisndrpaickaginglofobovedery
products insaccordance withnelaitn doohanagiarized preassadhs&asndne SBHEiN Sutings cRprerised of

several square pipes (11) su ted on,several supporti ints (12) with an adjustable height, several
35hinges (13) and a Iaddeti l[1) %\Ii/vffﬁload tge / CH(S dg pellvfé]g)r.lp %8 fcirg.f:?‘.}?\é}loqbl0 aal% ncpﬁlgﬂ

. a sarety handrall Viobile planttor dosing, mixing and
packaging of powdery proBRietagiHiEseb idmte WRREans 1Y, lebpiesterzddbecause the receiving and
weighing area (2) isiipmpiigedioha ieatanguwiardasafdbing kaidedyiwtHacisiong alementaspgonedmber of

profiles (23), a safety rail (g4), A NEAURMELTIARKS Hlo ANLRWRIY, FEAERE Rixing: where to

20 accomplish this, the mixer (41) grabs the container (100) by means of a set of

claws and positions the container (100) upside down and in a vertical position,
returning it to the initial position once the product has been mixed, detaching the
aforestated container from the aforestated mixer.
(iv) A fourth area for sack filling (5), configured for the position of the container, which is
25 grabbed by a set of claws and turned to the vertical position, on top of the sack
filling machine, proceeding with the filling and weighing of the sacks, their
subsequent sewing and labelling (6); and
(v) A fifth metal detection area (7), configured to prevent the possibility that the sacks
could carry any metallic particle, manual palletizing (8) of the sacks and cleaning

30 (9) of the container so it can be used again.

2. Mobile plant for dosing, mixing and packaging of powdery products in accordance
with claim 1, characterized because the carrying structure (1) is comprised of several square
pipes (11) supported on several supporting points (12) with an adjustable height, several

35 hinges (13) and a ladder (14) with a safety hand rail (15).



5 4. Mobile plant for dosing, mixing and packaging of powdery products in accordance with claim 1,
characterized because loading area (3) is comprised ¢f-a loading hopper (31), a rotating valve (32) and a
sieve (33). 1 05. Mobile plant for dosing, mixing and packaging of powdery products in accordance with
claim 1, characterized hedabiselas fioixiogj @xaai{hianh aatdagngfod poixéir{4tddecaripriseddahes cylindrical
container (42), g fIPWEaN{rashrie {4 De IR INERATIR {AHhSENRRAIRMNS: (AR A Ehat houses

an air tight seal (46), a lifting table (47), two welded semi axles (48), two supports g4 with bearings (49a)
and a hydraulic FGOF OBl brah &5RY 14N (AB6)S 2 "ERIbBIETBIART forddsHEY filing and
packaging of pailemhgradeaitst iageudd aneéanitheblaimld (26haracterized because the sack filling area (5)
is compriseg of a dump hopper (51), and sack filler (52). 20 7. Mobile plant for dosing, mixing and
packaging of powdery pr ts in accordance with claim 1, characterized because the sewing a labelling
area (6) is comprised 6£1J’ g%%iﬁtp(ﬁgis?gﬁé%%% %Xé%e%#n%a%%\%ﬂﬁfg P§%$e§%§¥ Shile Bfﬁﬂlidfaélr%losing,
mixing and packégirgiet pohaeaepredhecass ashraarred Withcoranmised eharqedarizeerpriddlsé the metal
detection area (braimgomeriseral a sonvepor belt (71) operated by a reduction motor (72) and a metal
detector (73). 9. Mobile plant for dosing, mixing and packaging of powdery products in accordance
30with claim 1, characterized because the palletizing area (8) is comprised of a variety of pallets (81) and
a weight scile (82) usedYiPilfeRitihtdespignatecing and paskaainsird prarlergPasiiry ImiaNgaKe packaging
of powdery produidisitiradcondanee aithectaisy the olisiracierizédibendesp the wieanihp, areap(B8yds

comprised of a 3pyacHimki bofpashasvithayater (92) and-seyeral cRRANSESH3U4 2 keveral 11 Mobile
plant for dosmg,%mxm gnd pack?}glr\]?g of powd,er%/ %rodlt:ts in a ,iordarh(ie with clalr%iﬁigaracterlzed
because the loa aﬁ&’ﬁgé 315 0IPRAVE SR SBeHidl Bns e @t 31452 A5 131 5) % (313), a dust
extractor (314), & it4Slower ponioh Wil belfoipradtes d4%tatind) a/hldea(®2)mstor opet@edvibiksapyant for
dosing, mixing apghRackeging of powdery products in accordance with claim 4, characterized because the

rotating valve (32) will include eight rotating blades (321), driven by a reduction worm gear motor (322).

1013. Method for controlling a mobile plant for dosing, mixing and packaging of
6. Mobile plant for dosing, mixing and packaging of powdery products in accordance

with claim 1, characterized because the sack filling area (5) is comprised of a dump hopper
(51), and sack filler (52).

20
7. Mobile plant for dosing, mixing and packaging of powdery products in accordance
with claim 1, characterized because the sewing a labelling area (6) is comprised of a davit (61)
attached to a sewing machine (62).
25 8. Mobile plant for dosing, mixing and packaging of powdery products in accordance

with claim 1, characterized because the metal detection area (7), is comprised of a conveyor

belt (71) operated by a reduction motor (72) and a metal detector (73).

9. Mobile plant for dosing, mixing and packaging of powdery products in accordance
30  with claim 1, characterized because the palletizing area (8) is comprised of a variety of pallets

(81) and a weight scale (82) used for weighing the pallets.

10. Mobile plant for dosing, mixing and packaging of powdery products in
accordance with claim 1, characterized because the cleaning area (9) is comprised of a

35 vacuum (91), a washer with water (92) and several containers (93).



powdery products in accordance with claim 1 that includes the remote control of said plant from a central
operations station via a communications network and tHat is characterized because it includes the

reception and weighing areas; loading of the product; mixing of the product; placing the product in sacks,
sewing, labelling and nétaMaétectidnit paltetizsng amixine clednpagkaaing wiiepewadidy stagds@rencontrolled
by a PLC remotgly conpecife i0:h Ge il S8nves thahRiaMidesd e s yslionsand SupRaRds for mixing

and configuring the final {)roduct. . , . .
the side (311), a tray (312), a grille (313), a dust extractor (314), and its lower portion will be

joined to a rotating valve (32).

5
12. Mobile plant for dosing, mixing and packaging of powdery products in
accordance with claim 4, characterized because the rotating valve (32) will include eight
rotating blades (321), driven by a reduction worm gear motor (322).
10 13. Method for controlling a mobile plant for dosing, mixing and packaging of

powdery products in accordance with claim 1 that includes the remote control of said plant
from a central operations station via a communications network and that is characterized
because it includes the reception and weighing areas; loading of the product; mixing of the
product; placing the product in sacks, sewing, labelling and metal detection; palletizing and
15 cleaning; and where said stages are controlled by a PLC remotely connected to a central
server that provides the instructions and commands for mixing and configuring the final

product.



