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How to Identify the
Causes of Pellet

Machine Blockages




1: Excessively Large Material Volume

The space in the compression chamber is limited. When fluffy raw materials

enter the compression chamber, they may cause blockages.

Recommendation:
Add a screening device at the front end

Cause 2: Uneven Feeding Speed
Uneven infeed speed or an excessive feeding volume may lead to blockages at the
feed inlet. If the feeder fails to stop in time, it may cause the pellet mill to

stall.

Recommendation:

When starting the pellet mill, the feeding volume must be started at low speed, an
incrementally increased till the desired output is achieved — whilst keeping an eye on the
output capacity, as well as the amperage of the motor, and then to maintain an even feeding
rate

Cause 3: Residue Accumulation Inside the Pellet Mill

After shutting down the pellet mill at the end of the shift, there will be some residual feed still
left in the die. When the pellet mill is started again, these residues may have solidified and
hardened due to high temperatures that may prevent normal discharge through the die.

Recommendation: Clean the interiorof the pellet mill thoroughly to remove all residues — this
can many times be achieved by running some whole maize through the machine for a few
minutes before shutdown.

Cause 4: New Die Grinding Issues

Due to manufacturing process limitations, some new dies may have insufficient die hole
smoothness or there may be rust spots in the die holes, or burrs and residuals from the die
drilling process. These defects increase friction inside the die holes, causing difficulty in
pellet discharge or machine blockage.

Recommendation:

Conduct a grinding process for approximately 20 minutes before production. This is usually
done with a mixture of maize meal, silica or similar sand and vegetable oil that can be run
through repeatedly.

After the polishing of the die holes, the same amount of material should fed into the chamber
and it should result in the amperage gradually reducing (compared to the before the
polishing process),and then become relatively stable,



Cause 5: Low Motor Voltage

The pellet mill motor requires a rated voltage to operate normally. If the voltage is too low,
even if the motor is running, the power that is generated by the motor is insufficient to quickly
expel and form the material in the compression chamber. This will lead to material
accumulation and blockage in the compression chamber.

Recommendation:

Ensure that the incoming power is within 5% of the motor’s rated voltage range — voltage
drop can be caused by poor incoming power quality from the utility, or from voltage drop due
to long and insufficiently sized power cables, or by damaged power cables

Cause 6: Ring Die Blockage

During pellet mill operation, if foreign impurities (such as metal shavings or gravel) enter the
granulation chamber, they will block the die holes. This causes a large amount of material to
accumulate and block the compression chamber.

Recommendation: Stop the machine, open the hopper, remove the accumulated material,
take out the ring die, and carefully polish the discharge holes. Use professional tools for
polishing to avoid wear or damage to the die holes.

Cause 7: Damaged Bearings

Damaged bearings prevent the material-pressing components from functioning. A large
amount of material cannot be discharged from the compression chamber, resulting in
blockage.

Recommendation:
Replace the bearings with high-quality ones and perform regular lubrication and
maintenance.

Cause 8: Improper Material Moisture Content

Either excessively high or low moisture content in the material can block the die holes,
causing the pellet mill to stop discharging.Recommendation: Test the incoming materials, to
ensure that the moisture content is between 10% and 15%, which meets the granulation
requirements. The required moisture content for pelleting varies with mixes and raw
materials — and there is no specific moisture content that will work with all mixes and
products

Cause 9: Loose Pressure Rollers

Loose pressure rollers increase the gap between the rollers and the die, reducing the
pressure. This leads to unsmooth discharge, excessively thick and uneven material layers
between the die and rollers, and subsequent blockage.

Recommendation:
Stop the machine for inspection and adjust the gap between the pressure rollers and the die
— per the manufacturers recommendation



Cause 11: Operator Error

Operators who lack understanding of the pellet mill's performance and operation methods
may cause equipment malfunctions or ring die blockage (resulting in no pellet discharge).

Recommendation: Operators should master the proper operation skills of the pellet mill to
keep the granulation equipment in optimal production condition and produce high-quality,
high-yield pellets.

Cause 12: Improper Die-Roller Gap

An excessively large gap between the ring die and pressure rollers causes thick,uneven
material layers between them, leading to uneven pressure on the rollers and easy slipping. If
the extrusion force of the die and rollers on the material is less than the friction force of the
die hole inner wall on the material, the material cannot be extruded, resulting in blockage.

Recommendation: During production,adjust the die-roller gap in a timely manner. The
optimal state is when the rollers "seem to touch the die but not fully, and seem to rotate with
the die but not completely." This adjustment relies heavily on the granulation technician’s
experience and hands-on feel.

Cause 13: Excessively High Compression Ratio of the Ring Die

Different materials require dies with different compression ratios. An excessively high
compression ratio causes material blockage at the die inlet during feeding. Additionally, the
produced pellets may appear sporadically glossy or even carbonized and blackened.

Recommendation:
Replace the ring die with one that has a compression ratio suitable for the material.

Cause 14: Severe Wear of Ring Die and Pressure Rollers

Severely worn pressure rollers lose their surface teeth and lack sufficient friction to feed
material into the ring die holes. Severely worn ring die bell mouths (inlet areas) cause
uneven feeding, reduced capacity, and subsequent blockage.

Recommendation:
Replace the severely worn ring die and pressure rollers in a timely manner.

Once you've exhausted these troubleshooting items — feel free to contact ABC Hansen
Africa for more advise on how to optimise your pelleting process

+27 12 803 0036

sales@abchansen.co.za



