
 

 

 

 

RMS Roller Grinder 
Office: 605.368.9007 

After Hours: 605.368.9007 
Toll Free: 888.283.9337 

Website: www.rmsbrewingsolutions.com 
RMS carries all replacement parts and can bill and ship to you directly. 

Call our service department at 605-368-9007 to order parts or inquire on warranties. 

 

  

                        

  

Model: RMS 6x6 Single Pair Brew Mill 

Cracking Capacity: 

Motor: 

 

1200# per hour (Approximate) 

1HP or 2HP 1800 RPM 3-Phase TEFC or XP  
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Lubrication: 

 
Before greasing, grease zerks should be cleaned to prevent contaminants from 
entering the bearing. 
 
The environment around roller grinder bearings is typically dirtier than standard bearing 
conditions. As such, using a larger amount of grease to purge the bearings helps to flush 
out contaminants from the inside of the bearing. The manufacture recommends 
greasing the bearings to a purge once every three to four months. Your bearing is full 
when you can see the seal is receiving pressure from the grease and small amounts of 
grease are being purged through the seal. While bearings with more grease will run 
warmer, bearings with contaminants run even hotter and experience much more wear. 
It is better to replace a depleted grease tube than a bad bearing or the resulting broken 
roll shaft.  
 
All bearings on all RMS machines cannot be over greased. Any excess grease will purge 
through the seals on the front and rear (Towards the inside of the mill) of the bearing. It 
is also best to grease the bearing when the machine is running, to ensure the grease is 
evenly surrounding the circumference of the bearing. According to the manufacturer, a 
bearing completely full of grease will consequently have slight leakage through the seal 
of the bearing; and this again is the best protection against contaminate entry. 
 

Note: Bearings from RMS come greased and ready for operation. 
Bearings directly from the manufacturer should be greased to purge. 

 
Inspect grease lines (while the mill is locked out) prior to greasing to make sure no 
grease lines have “blown out”. If you notice a blown-out grease line, install a grease zerk 
directly on the bearing and apply (2) pumps of grease. The bearing may or may not take 
grease in this case, which is why the grease line blew out. It is important to monitor the 
temperature of this bearing until it can be changed. If the bearing takes grease, measure 
the blown-out tube and order a replacement. We recommended using a hand-operated 
grease gun. If you are going to use a pneumatic grease gun do not exceed 100 PSI. 
Whether manual or automatic greasing is employed, this action should never replace 
visual inspection of the greased elements as the primary method of determining its 
effectiveness. We recommend the creation of an inspection procedure to be carried out 
on a regular basis.  
 

See grease points on the following page. 
 

 
Note: RMS suggests any Aluminum Complex H-1 Food Grade Grease such as “Feedmill 

lube” which can be purchased through RMS or online at Feedmillube.com  
 

https://feedmillube.com/product/feedmillube-grease/
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           Bearing seals      Grease points 
 
 
For every ten hours the machine is in use one squirt of SAE 30 Non-detergent motor oil 
lubrication is needed on the spur gears.  Apply oil at meeting point of the two gears. 
(See the image below at the yellow arrow.) 

 

   

 

 

 
 
 
 
 
 
 
 
 
 

Spur gears 
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Gap Settings at Startup & Roll Re-Alignment: 

 

This mill is equipped with two roll adjustment points. These are located on the front of 
the machine - see image below. Setting and keeping the roll gaps is essential to target 
your desired crack. Keeping rolls in parallel is essential for proper wear on the rolls and 
consistent output. 
 

 

 

  
 

• SECTION I: Starting up the mill for desired crack 
• SECTION II: To compensate for normal roll wear 
• SECTION III: In the event foreign material knocks the rolls out of adjustment      
(out of parallel, see next image) 
 

 
SECTION I: Starting up the mill for desired crack: 
 
Your feed gate should be completely closed with no grain entering the rolls.  
RMS suggests beginning with a roll gap of 1/8”, or approximately 2 revolutions of the 
adjustment bolt.  
 
You can now start up the mill. Once started, slowly open the feed gate until the max 
amps or the desired capacity is reached.  
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Note: DO NOT over amp your motors or motor failure will occur. If over amp occurs, 
close the gate down until you are back under the max amperage. 
SECTION II:  To compensate for normal roll wear: 
 

Re-align rolls approximately every week, or whenever the desired micron size cannot be 
obtained, or full motor amperage cannot be maintained. 
 
With the machine running, stop the flow of grain going into the machine.  
 

1) Locate the adjustment pointers. 
2) Loosen the set screw on both the right and the left adjustment pointers. 
3) Use the provided Allen Wrench to turn the right adjustment bolt (Socket Head 

Cap Screw) counter clockwise until you hear a deep rumble. This is the sound of 
the front roll touching the rear roll.  

                                Note: if you hear a high pitch sound continue to turn the screw 
counter clockwise until a deep rumble is heard. The high pitch sound is likely the front 
roll touching a v-block. 

4) While hearing the deep rumble, move the loosened pointer to 0.  
5) Once the pointer is at the zero value, use the provided Allen Wrench to turn the 

right adjustment bolt clockwise to 24 than counter clockwise to the 17.  
6) Use the provided Allen Wrench to turn the left adjustment bolt counter 

clockwise until you hear a deep rumble.  
7) While hearing the deep rumble, move the loosened pointer to 0. 
8) Once the pointer is at the zero value, use the provided Allen Wrench to turn the 

left adjustment bolt clockwise to 24 than counter clockwise to the 17.  
9) Repeat this process on both the right and left adjustment bolts until the deep 

rumble is heard when the pointer is at zero without the need of hand turning the 
pointer. This may take multiple times depending on how out of parallel the 
movable roll is.  

10) The movable (front) roll is now parallel to the stationary (rear) roll. Tighten the 
set screws on the adjustment pointers. 

 

The machine is now parallel. If knowing the true zero point of the machine is required 

move to zeroing the roller mill. 

 

To view this process in video form visit: 

rmsroller-grinder.com, under Links, then Industry Links 

 

 

 

 

https://www.youtube.com/watch?v=MjsTc_ioObo
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Rolls in parallel       Rolls out of Parallel 
 
 
Section III: Rolls have been knocked out of alignment (out of parallel).  
 

Follow the same procedures listed in Section II if the following events are observed: 
• A foreign object is known to have been run through the mill. 

• During normal re-alignment, you find that you must turn one hex nut further 

than the other in order to nick the rolls, indicating that the rolls are out of 

parallel. 

 

Roll Maintenance: 
 

Factors to consider which affect roll sharpness: 
 

• Rolls must be fed uniformly.  

• Rolls being out of parallel with increase roll wear. Your facility should have a 
program in place to regularly adjust your rolls, to ensure they are in parallel. 

 
You will eventually need to get your rolls re-sharpened or replaced. Indications that 
you may need to have your rolls sharpened are loss of capacity and the inability to 
hit the desired particle size. RMS will be able to assist you with getting your mill 
serviced. 
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Electrical Instructions: 
 

RMS strongly suggests you hire a 
licensed electrician for the initial 
install of the electrical components. 
 
Main motor start up sequence: 
When wiring the starters to the 
motor, it is best to have the 
downstream conveyance to start 
before the mill.  
 
For additional wiring information, 
consult the wiring legend on the 
motor as in the photo to the right. 
 
 
 
Motor Rotation: 
 When looking at the left side of the 
machine, motor should be spinning in 
a manner so that the gear on the 
back-roll turns clock wise. (please see 
image below). 
 

 

 Important: 
Check and clean motors at least monthly 

to ensure they are free from 

contaminates. This ensures the motors 

are able to adequately cool themselves 

and avoid overheating. RMS uses Baldor 

motors and can help to determine if 

there is a warranty issue if the motor 

should fail. 

 
 

To avoid serious injury:  
Always complete this task when all power 
sources to each motor have been disabled 

and motors have cooled down!!!!   
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Interlocking: 
 
Interlocking the electrical components on a roller grinder is one of the most important 

steps when installing a machine.  You must interlock the main grinding motors to the 

downstream take away equipment, an auger or chain disk conveyance system for 

example, to prevent them from starting if those downstream components are not 

energized. This is critical to ensure that the roller grinder shuts off if one of the 

components downstream stops running for any reason. 

 

 

Ammeter Box: 

 

We highly suggest you install an ammeter box on your mill to prevent over amperage of 

motors, leading to motor failure, or overload. RMS would be happy to suggest an 

ammeter box suitable for your mill, or we can order and provide one at your expense. 

 

Installation: 
 
Installing a machine on a stand: 
If the machine is installed on a stand, it is critical that this stand is built to handle the 
overall weight of the machine and product that will be in the machine. As a general rule 
of thumb, the stand should be built with a 1.5 to 1 safety factor. The estimated weight 
of a 6x6 single pair mill is 400 pounds. 
 
Bolting machine to the ground: 
Concrete anchor bolts must be used when the machine is being installed on concrete. If 
the machine is being installed on a steel platform, grade 5 bolts or better should be used. 
Machines should be checked for level, no matter where they are installed, before being 
secured. 

  
To prevent dust leaks: 
 Any connections to and from the mill should be sealed with silicone calk. 

 
Clearances around the machine: 
It is important to take into consideration the room you will require for roll changes and 
routine maintenance work when deciding where to place your machine. On the following 
page is a schematic showing the minimum recommended clearance area for your 6x6 mill.  
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Parts and Service:  

 
 

 

Drive Parts 
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Additional Services: 
 
Roll Exchange Program: 
 

• We can provide appropriately sized rolls for you as long as you own your mill.  
• We can provide roll sharpening or replacement when needed. 
• We can come to your facility and change out the rolls if needed, or if you prefer 

to change out your own rolls, we also have the ability to deliver sharp rolls to your 
facility. 

• Our service technicians will work around your production schedule. 
• We can group you in with other customers in the area, to help reduce your costs. 

 
Machining Services: 
 

• We can supply Replacement rolls that are ISO 9007:2000 certified and 
dynamically balanced. 

• RMS can recommend roll corrugation to meet the needs of your operation. 
• We also offer a fully equipped test lab, with the ability to test your product to 

ensure you are maintaining your target particle size. 
• We can provide roll balancing. 
• RMS can assist with shaft repair and replacement. 

 
 RMS Also Offers On-Site Training and Consulting on the Following: 
 

• Safety 
• How to operate your machine at maximum efficiency 
• Machine maintenance 
• Custom training also offered. Let us know what you need to learn and we will be 

more than happy to assist you with your operational needs. 

 

 

 


