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This manual is provided to persons purchasing an
SPE machine and may not be reproduced in part or full
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SPE International Ltd.

This manual provides the basic information required
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The SPE machines are manufactured and covered by
SPE design registrations granted and pending.
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improvement as a result of on going research
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INTRODUCTION

The life of your SPE equipment and the delivery of the high performance built into it will
depend on the care it receives throughout its life. It is the operators responsibility to ensure
that the maintenance operations outlined in this book are carried out regularly and daily checks
for wear etc are maintained with great discipline.

Where the terms right or left occur in this manual they refer to the respective sides of the
equipment when viewed from the operator handle of the machine.

Your SPE 20E series machine has been designed and built to produce reliable and economic
output for many hours of service. However, no amount of engineering ingenuity or care during
manufacture can alleviate the need for reasonable attention and avoidance of miss use by the
operator.

Itis important to be as thoroughly familiar with the points requiring periodical attention as it is to
know how to operate the unit. Regular maintenance will result in minimum operating costs.

Instruction on connection to a power supply varies from generator to mains power and also
from site to site. The equipment is supplied with all plugs and sockets to enable the easy and
correct connection of all our electrical equipment. The equipment itself can be 380/415 volt - 3
phase.

IMPORTANT NOTICE
ALL THE EQUIPMENT MUST BE KEPT DRY AND SHOULD NOT BE USED IN WET
CONDITIONS
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MACHINE DESCRIPTION

The SPE 20E series is normally for use in non-hazardous areas. The machine is electrically
driven with its own integral hydraulic system which operates the forward and reverse drive of
the machine.

The cleaning operation is performed by abrasive being thrown at high velocity against the
surface to be cleaned. The throwing action is achieved through centrifugal force where a
wheel with paddle type blades attached radially is revolved at a continuous shaft speed of
3,500 rpm when using a generator at 60hz. Onto this wheel abrasive is fed in such a manner
that it travels along the radial length of the blades and then is thrown off in a high velocity
stream at the surface to be cleaned.

The energy put into the abrasive is sufficient to enable it to rebound from the work surface.
This rebound (kinetic energy) is used to recover the abrasive for re-use. The machine is
designed so that the blast wheel is throwing abrasive at an inclined angle relative to the work
surface which means that after striking the work surface abrasive rebounds at a similar angle
into the reclaim duct which directs it back into the hopper for re-use. Assisting with this reclaim
cycle, air flow created by the exhaust fan enters the machine through a brush screen at the
rear of the cabinet flows across the work surface and into the dust collector and through the
fan into the atmosphere.

Abrasive is contained within the machine at work surface level by urethane resilient seals at
the front, a brush screen across the air intake at the rear and manganese and urethane seals
at each side.
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IDENTIFICATION OF MAJOR
COMPONENTS

SPE 20E series machine is assembled from several major components and it is essential that
the Operator becomes familiar with the names and functions of the separate components
before attempting to carry out servicing procedures.

MAIN HOUSING

The Main Housing is the frame of the machine. Externally - all other components are attached
to it. Internally - wear liners and all blast wheel components are fitted.

ABRASIVE STORAGE HOPPER

Hopper to contain abrasive.

SEPARATOR

Within this component which is fixed above the abrasive storage hopper the flow of abrasive
and dust laden air is separated. It is constructed in such a way that as the air flow passes
through the speed of the flow is reduced. This results in the heaviest particles which are the
steel abrasives falling out of the flow into the storage hopper for re-use. The lighter dust and
debris stay with the air flow and pass through the separator and into the dust collector.
EXHAUST FAN

This component creates total air flow through the machine. Air is allowed into the machine
through an aperture at the bottom of the back plate of the housing. The air then flows across
the work surface up the reclaim zone through the separator and into the dust collector and
then out through the exhaust fan.

DRIVE WHEELS

In conjunction with the front castor there are left and right drive wheels which are the
machines means of support.

ELECTRICAL PANEL

Contains all electrical equipment and the starter button for the Blast Motor, Fan Motor and
hydraulic Pump Motor.

DRIVE

The drive is an independent hydraulic system contained within the 'V' of the cabinet. It has its
own oil tank submersed in which is the hydraulic tank. There is a simple On/Off switch on the
electrical panel to operate this motor. The flow of oil through the valve and the motor are
governed by a flow control regulating the amount of oil which is directed to the wheel motors
which then governs the speed of the motors whether it be in the 'Forward' or 'Reverse' position.
The hydraulic tank contains its own relief valves which are pre-set and has filters on both
pressure and return line.

DIRECTIONAL CONTROL VALVES

These control the direction of the flow of hydraulic power to the drive wheel motors. The
control has a three position function:- forward, reverse and neutral.

Left and Right controls are independent of each other giving instant forward, reverse and
precise steering control. When both controls are in reverse position the machine drives
reverse. When one control is in the forward position and the other in the reverse position the
machine turns upon its centre point. Therefore, by using the directional control valves through
their independent forward - neutral - reverse range the machine can be manoeuvred precisely.
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SPEED CONTROL VALVE

This contains the quantity of the flow of hydraulic power through the directional control valves
to the drive wheel motors. Rotating the speed control valve in a clockwise direction decreases
the flow which in turn decreases the speed of the machine in whatever direction the directional
controls are set. Rotating the speed control valve in an anti-clockwise direction increases the
directional speed of the machine from stop to full speed. Therefore by using the speed control
valve the forward/reverse speed of the machine is precisely controlled.

ABRASIVE FEED CONTROL LEVER

The abrasive feed control lever operates the butterfly valve in the feed spout between the
abrasive storage hopper and the blast wheel. Forward is off. As the lever is pulled backwards
the butterfly valve is opened and the abrasive is allowed to travel onto the blast wheel in a
progressive controlled fashion.

ABRASIVE FEED CONTROL CAGE ADJUSTMENT

The control cage governs the point at which abrasive is put on to the blast wheel. Any
particles fed on to a revolving wheel (such as is fitted to the SPE machine) will be thrown off
this wheel at about 180 degrees from the point at which it was put on. Therefore with SPE
equipment where abrasive must be thrown off downwards it follows the abrasive must be fed
on to the wheel in an upwards direction. This will be set to an approximate position when the
machine leaves the factory but as the cage wears it will be necessary to adjust the position of
the cage to maintain optimum efficiency and production speed. The position of the cage
should also be checked prior to any blasting operation.

The cage is a flanged sleeve with an opening in it. Abrasive flows through the centre of the
sleeve and out of the opening on to the blast wheel. The flange of the cage is located in the
cage retaining ring which is welded to the machine housing. Turning the cage within its
housing adjusts the position where the abrasive is put on to the blast wheel.

To find out where the machine is throwing its most concentrated abrasive pattern the following
procedure should be followed with the machine positioned on a STEEL surface.

1/ Check that the notch in the flange of control is in its uppermost position. (Notch indicates
the Position of the opening in cage sleeve which cannot be seen when the cage is assembled
into the machine.)

2/ With the machine ready for blasting pull back the abrasive control lever and load the blast
wheel. Without moving the machine, allow this blasting operation to continue for approximately
one minute at approximately 25 to 30 amps.

3/ Stop abrasive flow and move the machine forward until the blasted area is accessible.
With both hands feel the temperature of the blasted area - the point which has received the
most concentration of abrasive will be considerably warmer. An even temperature left to right
indicates the control cage is correctly positioned. If the left side is warmest then the control
cage needs to be moved in a clockwise direction looking from the front of the machine. If the
right side is warmest then the control cage needs to be moved in an anti-clockwise direction.
4/ To make cage adjustments make sure the blast wheel motor is turned off and the blast
wheel has stopped turning. Loosen the two sets of screws locking the control cage and
move the cage in the desired direction no more than 1/4" (6mm). Tighten the locking
screws and start up the blast wheel and check the blasting pattern as in 2 & 3 above. This
process to be repeated until an even temperature across the blast pattern is achieved.
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START-UP PROCEDURE

1/ First check that the power supply is available and connected. This equipment must be
protected at source by a 30 MA residual circuit breaker.

2/ Check to see that the hydraulic oil is at the correct level on the site level gauge located on
the side of the hydraulic reservoir.

3/ To rotate the blast motor press the green 'Start’ button adjacent to the blast motor label.
The motor will run for 9 or 10 seconds at approximately 60 amps during start-up. Once the
motor has attained the normal revolutions per minute the electrical trip system will operate and
then the motor will run at 3/5 amps.

4/ The large capacity fan which sits on top of the separation unit is operated by red and green
'On/Off' buttons respectively which are situated on the Control Panel. This fan needs to be in
operation the whole of the time the machine is running as without this fan in operation the
machine will not function.

5/ Press the green starter button to engage the hydraulic pump motor. This button is
adjacent to the pump motor label. The pump is now operational and is already pumping oil to
the control system. THE MACHINE IS NOW READY TO OPERATE.

EYE PROTECTION Itis advisable that goggles are worn by both operator and
assistant although the quantity of abrasive lost is minimal

EAR PROTECTION Itis advisable that ear protection is worn by both operator and
assistant
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BLASTING OPERATION

1/ Check that all the electric motors are rotating in the correct direction. The method of
manufacture ensures that if one motor is correct then they are all correct. The same principle
applies if one is running in the wrong direction.

2/ Put two sacks (approximately 112 Ibs/50 kg) of abrasive into the abrasive storage hopper
through the access door at the rear of the separator.

3/ Slowly pull the abrasive feed control lever backwards which will allow abrasive to flow onto
the blast wheel and which will cause pressure to increase in the electric circuit.

Continue to pull backwards on abrasive feed control lever until the ammeter indicates a steady
reading of approximately 20 amps with a maximum 40 amp usage. The machine is now
throwing abrasive at the work surface and effectively cleaning.

4/ With both directional control valves in the forward position slowly turn the speed control
valve anticlockwise and the machine will move forward. Increase the speed of the forward
movement from slow (2 ft/0.6m per minute) to such a speed that the blasted surface produced
just achieves the blasting standard specified. In practice it will be found that work surfaces
being blasted will vary from area to area and the forward speed of the machine will have to be
adjusted to suit varying conditions. The amount of abrasive being fed to the blast wheel can
also be adjusted to suit conditions.

5/ Steer the machine with the directional control valves over the work surface varying the
speed to produce the blasting standard required until the job is complete.
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SERVICE INFORMATION

Prior to any maintenance total electrical isolation must be carried out to all moving parts.
DAILY MAINTENANCE

The machine has only one wheel which requires lubrication and that is the front pivot wheel.
The wheel requires two pumps with a grease gun daily.

OIL

Machine Oil Grade H129

Compressor Oil Grade DIN 51506

PERIODIC CHECKS FOR WEAR

If the machine is being used every day an inspection to assess wear taking place to the blast
wheel blades and liners must be carried out every day. To carry out the inspection proceed as
follows:-

1/ Make sure the power unit is stopped and isolate the electrical supply.

2/ The machine can be tipped backwards and inspection of the blades and liners can be
made from underneath.

BLAST WHEEL BLADES

Wear will take place in the form of grooves worn into the blades along the path taken by
abrasive from the centre of the blast wheel outwards. Wear grooves are acceptable until 90%
of blades thickness has been worn away. When this point is reached replace ALL the blades
as a set.

FRONT URETHANE SEALS

Wear occurs through exposure to abrasive on the inside and by continually bearing on work
surface. Wear will be indicated by the increasing amount of abrasive left in trails on each side
of the machine and the high velocity abrasive escaping forward of the machine.

TO REPLACE FRONT SEAL SYSTEM

The seal system comprises of three separate urethane elements of differing depth and width.
This is to ensure that a good fit is maintained between the side seals at both sides and the
working surface at the bottom. Seals are located in a seal box across the front of the cabinet
and are clamped in place by a bolt and plate system.

To obtain access to front seal system:-

1. Make sure power unit is stopped.

2. Allow machine to tip backwards until rear of the blast wheel motor rests on the work
surface. This will lift the front of the machine and give access to the front seal locating box.
3. Unscrew the bolts across front seal locating box this releases the clamp system holding the
seals in place. Pull the worn seals out of the locating box

4. Fit the new seal section, each inter spaced with a steel strip. Tighten clamp and set
screws.

5. Start up and commence work.

REAR BRUSH SEAL

Seal comprises of a single brush strip located in the seal box across the rear of the cabinet
and clamped in place by four locking screws.

To replace rear seal brush:-

1. Unscrew the four locking screws and pull out the worn brush seal.

2. Fit new brush seal into the seal box and tighten the locking screw.
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BLAST WHEEL BLADES AND IMPELLOR REMOVAL

Wear takes place to these components with use. To replace worn components:-

1. Make sure the power unit has stopped and isolate the electrical supply.

2. Remove the bolts holding the housing top cover and remove the cover exposing the blast
wheel, blades etc.

3. Remove the two sets of screws holding the control cage and withdraw the cage from
machine.

4. Prevent the blast wheel from turning by placing the lever between the blades from the top.
Unscrew hexagon headed screw from centre of impellor and remove.

5. Tap fingers (tapered bottom section of the impellor locks the blast wheel blades in
position). Then remove the impellor - this action will release the blades. The blades become
tight in their slots after use a hammer and bar is required to release the blades from their
location slots.

To replace blast wheel blades:-

1. Prior to replacing blades make sure all dust etc is removed if possible by compressed air
supply before fitting.

2. One by one fit blades. When all the blades are tapped into position the impellor can be
fitted.

3. To fit the impellor - notice there are notches cut into the lower tapered edge of the impellor
and these locate with formations on the end of the blast blades.

4. Replace the hexagon headed fixing screw and spring washer into the centre of the impellor
and turn down tight. Tap fingers of the impellor with a soft mallet to ensure that the impellor is
locating correctly.

5. Spin the blast wheel by hand to check by sight that the impellor is running true (any run out
usually means that the impellor is not correctly located).

6. Finally tighten the hexagon headed screw by placing bar between blast wheel and cabinet
to stop rotation and then making sure the hexagon headed impellor fixing screw is really tight.
7. Replace the abrasive control cage (with notch uppermost) and the control cage locking
screws. At this stage rotate the blast wheel by hand to make sure there is nothing restricting or
catching during the rotation as any such fault must be located and corrected at this stage

8. Replace the housing top cover and fixing bolts.

9. Replace the feed spout assembly.

NOTE: The blast wheel blades are supplied as balanced sets of seven. For this
reason they must not be replaced as a single item or mixed with other sets of blades.
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FAULT FINDING

1. DECREASED FLOW OF ABRASIVE

a. Check there is sufficient abrasive in the hopper.

b. Dump shot and check for obstructions on the screen in the hopper (usually paint flakes) or
in the butterfly valve in the feed chute. To dump the abrasive open abrasive valve with the
blast motor in a slow run or wind down speed.

2. MACHINE IS TRAILING/LEAVING EXCESSIVE AMOUNTS OF ABRASIVE

BEHIND

a. Check the dust collector is working correctly and efficiently

b. Check that one or both side seals are not stuck/jammed up when fitted with manganese side

seals.

c. Check the fan is working on the dust collector at the correct rotation - 3 phase only.

d. Check under machine and examine that the urethane seals are all in position and are not
worn.

e. Check blades, cage, impellor and liners are not excessively worn.

f. Check the cage is in the correct position and if not adjust accordingly.

3. MACHINE DUMPS ALL ABRASIVE OR DUMPS OCCASIONALLY

a. Check all items in 2 above.

b. Check that the working surface is dry and is not contaminated with oil deposits etc.

c. If the machine has dumped abrasive and after the hopper has been refilled make sure no
abrasive is still under the machine blast area on the floor when re-starting to blast or the
machine will not reclaim.

d. If the machine occasionally dumps the abrasive when heavy blasting or exposing
aggregates on concrete then slow the forward speed of the machine down and decrease the
amount of abrasive being thrown down by the wheel to allow for the separation system to cope
with the amount of debris being removed from the surface.

4. MACHINE SUFFERS REDUCTION IN BLASTING POWER
a. Check all items above. If all are OK there must be a reduction in revs under load. Check
the drive belts from the blast motor to the blast wheel.

5. NO SUPPLY OF POWER TO MACHINE

a. If using a generator check the panel fuses and circuit breaker switch is in the working
position.

b. If using the mains check the fuses on the electrical supply.
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6. POWER TO THE MACHINE BUT AN ELECTRICAL FAULT

FAULT CHECK LIST
MAIN MOTOR
1. No indicator lamp on a. 380v or 415v supply on, correct voltages

on all phases.
. 20 amp fuses in a serviceable condition.
Loose connections.
. Test Lamp and Transformer.

(e

oo

2. Indicator lamp on Motor a. Stop button released.
b. all List 1 then check following
c. Over load trips out, check following:-
Rotor has free movement on the motor
d. Motor connections.
e. Contractor main contact points.

3. Motor Start trips on a. Listlchecka,b&c
overload b. List 2 check a, b, c, & e.
c. Test motor winding

FAN HYDRAULIC PUMP
4. Motor not starting a. 380v or 440v supply on correct
voltage on all phases
b. 20 amp fuses in a serviceable condition
c. Loose connection
d. Overload trips out, check following:-
Rotor has free movement on the motor.
e. Motor connections.
f. Contact points not burnt.
g. Motor Winding.




"'g ) 7 SPE20ES
L’L Operating Manual

Surface Preparation Equipment

DUST COLLECTOR UNIT

These units are mobile and remote from the machines giving high manoeuvrability to the SPE
machine and making it capable of dealing with high volumes of debris being removed.

OPERATION

Dust laden air is drawn by the exhaust fan into the cabinet to the filtration cartridges (filters),
clean air is then exhausted through the fan to the atmosphere.

Dust filtration units are cleaned by blowing compressed air into them from the inside thus
creating negative pressure on the external surface of filters and allowing the dust collected to
fall into dust storage pan at the bottom on the cabinet.

Air to the clean dust filters is fed from air reservoir impulses which are controllable and
adjustable both for interval and duration within the timing unit.

The electronic pulse controller is fully automatic and requires no maintenance. The board and
solenoids are 100v AC supplied by a transformer fitted within the panel. A facility is provided
to enable the interval of the pulse and the duration of each valve to be varied to suit the
characteristics of the compressor. The interval between the pulse should be approximately 7/8
seconds.

The relief valve on the compressor should be approximately 100 psi.

The duration of the pulse should be set so the compressor is just able to rebuild the pressure
to the relief valve setting just before the 7/8 second interval is reduced.

Dust laden air is drawn by the exhaust fan into the cabinet to the filter elements and clean air is
then exhausted through the fan to atmosphere.
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SERVICE INFORMATION

ROUTINE INSPECTION

To maintain the optimum performance of the dalmatic filters a routine inspection should be
made to minimise down time in the event of the malfunction of the equipment particularly on
continuous performance applications. Any abnormal change in pressure absorbed across the
filter elements indicates a change in operating conditions and a fault to be rectified. A
prolonged stoppage of compressed air will cause an excessive build up of dust on the filter
elements with consequent loss of suction.

After the fault has been rectified resumption of compressed air cleaning will return the filter to
normal efficiency although it may be necessary to operate the Dalmatic Controller in still air
conditions for a short period to dislodge the accumulated dust before putting the filter into
operation.

To clear the filter elements switch off the main fan only and allow the pulse controller to
perform several complete cleaning cycles before switching off the compressor etc.

DAILY/WEEKLY SERVICING SCHEDULE
A record should be kept of all pressure checks to aid speedy diagnosis of faulty operation.

1. Open the valve at the bottom of the moisture separator bowl and allow the collected
water to drain off. Then close the valve. Drain tanks daily
2. Sealing - Check the dust seals on all joints for damage or ageing and ensure that they

are properly seated. This is particularly important where the unit is located outside or in wet
atmosphere to prevent entry of water. Faulty seals must be replaced.

3. Moisture separator - Isolate the compressed air supply then remove and clean the filter
element.

4. Filter elements (insert and pads) - Remove each filter and check the general condition of
the filter. Clean each filter using a vacuum cleaner. If the dust is of an abrasive nature it is
advisable to examine the elements more frequently. Filters showing holes must be replaced.
5.  Jet tubes - check the tubes are clean and the jet orifices are clear.

6. Air manifold - Remove the drain plug and air inlet connections and clean out any
accumulated sludge. Check the pressure relief valve for connection operation.

7.  Compressor unit - Filter unit to be inspected daily and to be replaced on a weekly. Oil
level to be checked daily and to be changed on a monthly basis



"’g ) 7 SPE20ES
L’L Operating Manual

Surface Preparation Equipment

BASIC FAULT FINDING

These are three main faults which may occur.
1. Part loss of suction

2. Total loss of suction
3. Effluent in the clean air outlet.

Service Engineers should rectify any incipient faults they may find during fault tracing

eg: loose Terminals, perished hoses etc.

Disconnect the solenoid coils and fit a new fuse and switch on. If the fuse is intact then it is
almost certain the fault was in the solenoid valve circuits and these should be replaced by
good ones.

LIGHT EMITTING DIODE (LED) INDICATION

a. If the LED lights up then the electrical circuit should be operating satisfactorily.

b. If the LED is not operating, disconnect all the common output leads (ie: one per
solenoid valve) from the PCB output terminal strip. Switch on and check for LED
indication.

c. Ifit fails to light up, replace the fuse and check again.

d. If it still fails to light up, the PCB needs to be replaced.
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ASSISTANT INSTRUCTIONS

Normally the crew for the SPE Machine consists of one trained operator and a
trainee/assistant.

Whilst the blasting operation is being performed the assistant must carry out the following
duties:-

1. Watch the hose being pulled by the machine to make sure it does not snag on any
projection which might damage the hoses.

2. Fit and maintain hose bundle trolleys to minimise friction between hose bundle and work
surface.

3. Assist by making sure there is sufficient free hose whilst the operator is carrying out 180
degree turn at each end of the blasting run.

4. Keep work area tidy by sweeping any abrasive scattered into the next run to be taken by
the machine where it will be picked up by the machine and re-used.

5. Generally assist with setting up the equipment by checking the oils, re-fuelling power
unit etc.
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Figno | Partno | Description Figno | Partno | Description
1 05003 Fan motor 45 02004 Impellor bolt & spring washer
2 01031 Fan casing top plate 46 03022 Feed spout (cage end)
3 01033 Fan impellor 47 03026 Hose clip (2)
4 01030 Fan casing 48 03027 Shot tube
5 01032 Fan casing bottom plate 49 03023 Feed spout (hopper end)
6 01002 Separator unit 50 08046 Shot valve body
7 01001 Reclaim housing 51 08047 Qilite bush (2)
8 01000 Blast catsinet 52 08045 Shot valve line
9 01003 Abrasive hopper 53 08044 Shot valve butterfly
10 01042 Balance weight support pin 54 03025 Shot valve spindle
11 01023 Balance Weights (4) 55 08043A | Shot valve control cable
12 01043 Handle 56 08042 Shot valve control lever
13 07022 Hub 57 03000 R/H Side liner
14 07033 Castleated nut 03001 L/H Side liner
15 07021 Bearing upper 58 03002 Hood liner
16 07032 Bearing lower 59 03028 Hood liner cover
17 01045 Front wheel support plate 60 09010 Steering & speed control valve
18 01018 Front wheel 61 05006 Pump motor
18A 01019 Stub axle 62 02012 Motor coupling
19 01046 Support plate pivot pin 63 02011 Coupling spider
20 08051 Retaining clip (2) 64 02013 Pump coupling
21 01025 Drive wheel (2) 65 09055 Bell housing
22 07035 Retaining hub (2) 66 09042 Hydraulic pump
23 09009 Wheel motor (2) 67 09056 Port connector (inlet)
24 03007 Side skirt seal (2) 68 09057 Port connector (outlet)
25 03004 Inner front seal (2) 69 04006 Filter (in tank suction)
26 03005 Intermediate front seal 70 04022 Elbow
27 03006 Outer front seal 71 04023 Pipe (port connector to tank lid)
28 01015 Side brush & seal retaining bar 72 04015 Hydraulic hose (tank to control valve)
29 03010 Side brush (2) 73 04016 Hydraulic hose (return, valve to tank)
30 01016 Front seal retaining bar (outer) 74 09011 Diffuser (in tank return)
31 01047 Inner seal retaining bar (drilled) 75 09008 Tank breather tap
32 01048 Inner seal retaining bar (plain) 76 04014 Hydraulic hose (4) (wheel motor)
33 03003 Steel side seal (2) 77 09058 2" B.S.P M-M adaptor (10)
34 01013 Tension bar (2) 78 09061 % B.S.P M-M adaptor
35 01014 Side seal spring (4) 79 09059 %" x 2" B.S.P M-M adaptor
36 08051 Retaining pin (4) 80 04024 Tank filter plug
37 03009 Rear brush 81 09007 Sight level gauge
38 01049 Rear brush retaining bar 82 04025 Hydraulic tank
39 05000 Blast motor 83 01044 Handle mounting bar
40 05027 Blast motor mounting plate 84 05028 Electric panel rubber mount (4)
41 02000 Blast wheel 85 05009 Electric control panel
42 02001 Blast wheel blades (7 per set) 0200 Crank
43 02003 Impellor 0213 Bearing shell
44 02002 Control cage 0221 Oil ring
0199 Conn rod




SPE20ES
Operating Manual

E)

—
Ly,
Surface Preparation Equipment

AlddNS

—

JVJ

YN
(;-—JL

9
jo[é]4d

d
..SZ ﬁmos. v

HOLOW 3A _zc H

R3]

%iﬂrj

1HON
3NV

I Uim - —
% ] 1os eee LB e =
fu G_EOEE :
Yt )|l 1 F) ]
E= SN s
—— [ e sl e 2]

o
a2
g _}

L LNYLS
[ ]

G—
G

T

0 o ol

N OoN { AN Ozm

,mq mq w‘ nz_

e |9 &

ON N

;o o P AR
7 s
s
5 5y 55 55
i
T - ¢
. 55
3 B
i
aamm ()

NOY MN0H

Q
4018
.

HOL0M NV4
‘zo; WHLG | |
—_—— ]

R

{5

—a
do1s

P41 © 01 POPULY L0 LAOYS ‘PeidSD PN 69 J0U PIOYS Bumag i

|

A
Lyvis

P 10UOROLISIUY 3dS JO |uIROD ubuA Joud ay) Jaoupm Apoa




"’g ) 7 SPE20ES
L’L Operating Manual

Surface Preparation Equipment




