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A WARNING

DO NOT ATTEMPT TO OPERATE
THIS EQUIPMENT WITHOUT A
THOROUGH UNDERSTANDING OF THE
OPERATING, MAINTENANCE AND SAFETY
CONSIDERATIONS CONTAINED IN
THIS TECHNICAL MANUAL

TO PREVENT DAMAGE TO
EQUIPMENT AND/OR INJURY TO YOURSELF
OR OTHER PERSONNEL, THESE
INSTRUCTIONS MUST BE
FOLLOWED CAREFULLY.

A COPY OF THIS MANUAL SHALL ACCOMPANY THE UNIT AT AL L TIMES.
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FOR PARTS AND SERVICE PLEASE
CALL OUR TOLL FREE NUMBER

PARTS: 800-553-3414 Ext. 14

SERVICE: 800-553-3414 Ext. 19

To help us assist you, please have equipment Model
and Serial Numbers available at time of inquiry.

The Model and Serial Numbers are available on the
equipment Data Tag attached to the frame of the equipment.

Record the following information on this
equipment below:

Model No.

Serial No.

Date Purchased
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New Equipment Warranty

Seller expressly warrants that its new equipmehtheifit and sufficient for the purpose(s)
intended, and free from defects in material andkwanship. This warranty shall remain in effect
for a period of six months from date on which theipment is first put to intended use, with first
date of use not being later than three months ftata of shipment. This warranty shall apply
only to equipment in normal use and service, amd slot apply to equipment which has been
subjected to misuse, negligence or accident, @rafise not used in accordance with Seller’s
recommendations or specifications regarding op@ratnd/or maintenance.

All items found defective as to material, workmapsbr manufacture, in the sole judgment of
Allentown Equipment, will be replaced or repaireeef of charge, F.O.B. Allentown,
Pennsylvania. This warranty does not cover the@dsbor in replacement or transportation.

Certain parts of the equipment in contact with mQrtoncrete or refractory mixture, such as
rotors, wear plates, seals, hoses, nozzles, tips aee subject to normal wear associated with
abrasive materials. Such normal wear is not cavbyethis warranty and Allentown Equipment
shall not be liable for consequential damages, rsg losses, or delays of any kind incidental to
any failure of equipment. Under no circumstandesdl Seller’s liability exceed the price for the
equipment or parts for which liability is claimed.

Seller makes no warranty of its outside purchasedponents such as engines, air motors,
hydraulic pumps, wheels, tires, etc., as thesesitera subject to the warranties of their respective
manufacturers.

There is no implied warranty of marketability ainss for particular performances.

Any attempt to remedy a claimed defect by persarentities not expressly authorized to perform
such work by Seller shall void this warranty.

421 Schantz Road
Allentown, PA 18104
800-553-3414
610-398-0451

Fax 610-398-1934




SPECIFICATIONS

PERFORMANCE MECHANICAL

Model: Power:

AG-15 Air Motor — Ingersoll-Rand Multi-
Vane Geared Motor (9 HP) with in-

Output: line lubricator and filter/separator.
3 to 15 cu. yds. per hour
depending on type of bowl and Bowl and Wear plate Combinations:
speed, material, conveying 1. 15 Pocket Deep Bowl with 2” wear
distance, and available air. plate.

2. 15 Pocket Midrange Bowl with 2”

Distance: wear plate.
500 + ft. horizontal and 100+ ft. 3. 15 Pocket Midrange Bowl with 1”
vertical. wear plate.
4. 15 Pocket Shallow Bowl with 1”
Air Requirements: wear plate.

300 to 900 cfm.

Hopper:

Bowl Speed: Slanted with screen containing 3/4”

0 to 50 rpm, infinitely variable. openings.
Weight: Mounting:

680 Ibs. 1. Two rubber tires and foot.

2. No chassis (rig mounted)

Dimensions:

Overall Width ......... 33 inches Material Outlet:

Overall Length ........ 41 inches 1-1/2”7, 2"

Overall Height ......... 42 inches




INTRODUCTION

Allentown Automatic Guns are compressed air powered equipment for Guniting, Shotcreting or
Refractory Gunning. This manual describes the operation, maintenance, and safety
considerations, which must be followed. Close attention to these details by the operator,
nozzleman and maintenance personnel is necessary to assure a minimum of problems while
striving for maximum productivity and safety.

Prior to operation the operator must be thoroughly familiar with the equipment and its operation so
that he can operate it in a SAFE manner. His eligibility to operate the gun shall be based on the
following qualifications.

OPERATOR QUALIFICATIONS

1.

Only experienced operators or trainees under the direct supervision of an experienced
operator should operate this equipment. No unauthorized person should be permitted to
assist or remain in the immediate vicinity of the unit while it is in operation or during the
performance of any maintenance, inspection, cleaning, repair, or make-ready operations.
Equipment should not be operated by individuals who cannot read and understand the
signs, notices, and operating instructions that are a part of the job (the language in which
this manual is printed).

Individuals who are not familiar with the equipment operation must not operate it until they
receive adequate on-the-job supervised training and become familiar with the signal codes
used at the construction site.

Equipment should not be operated by anyone under the age of 21 years.

Equipment should not be operated by anyone with seriously defective eyesight, hearing
and physical or mental impairment (such as epilepsy, heart disease, or progressive neuro-
muscular deterioration), and that this be verified by a physical examination at least
annually.

Equipment should not be operated while the operator is eating, drinking, reading, or is more
than six feet distance from the controls.

An operator who has asked to be relieved because he feels physically or mentally unfit
should not operate equipment.

Equipment should not be operated at any new site, or at the start of a new shift, until a
visual inspection is made of the equipment’s condition.

An equipment sign-off sheet should be attached where an operator can report any damage,
defects, problems or accidents to the next shift operators and work supervisor.



OPERATIONAL SAFETY

Any person assigned to operate, troubleshoot, maintain or repair the Allentown Automatic Gun, or
to be the nozzle man for the gun, must be thoroughly familiar with the operating and safety
instructions. Your safety and the safety of others are at all times very important. To work safely,
you must understand the job you do. If in doubt, use extreme caution and obtain assistance from
trained personnel.

The Allentown Automatic Gun is constructed with safety features for operating personnel.
However, construction features alone cannot ensure complete safety. Safe work practice,
observance of O.S.H.A. regulations, specific work methods and procedures, timely maintenance
and an alert, well trained operator are all factors contributing to safe operation. In order to
highlight the situations which have historically been the cause of accidents, the information in this
manual addressing safety is preceded with a graphic symbol to identify the principal hazard.
Within the frame of the graphic symbol, the following signal words indicate the likelihood of
occurrence and the degree of potential injury or damage. If in doubt about this classification,
assume the worst case since some hazards, which are minor at the time of occurrence, can
develop into hazards with a severe degree of potential injury of damage.

SIGNAL WORD LIKELIHOOD OF OCCURANCE DEGREE OF POTE NTIAL
INJURY OR DAMAGE

. DANGER Will occur if warning is ignored Severe
. WARNING Can occur if warning is ignored. Severe

. CAUTION Will or can occur if warning is ignored. Minor

Various hazards and their usual causes are described below and shown with the associated
graphic symbol. The graphic symbols associated with any of the signal words are repeated
throughout this manual when the likelihood of the hazard exists. The symbol provides an index
permitting reference to this section for a more extensive discussion of the hazard.

The gun operates on compressed air. Kinks in the incoming air line or material
hose can cause the material hose line to whip about. The nozzleman must be
holding the hose properly before air is introduced to the gun and the air must
not be turned on until the nozzleman signals that he is ready. Proper
communication must be maintained between the nozzleman and gun operator
at all times the gun is operational. The nozzleman must be on a firm support
with adequate platform area to adjust his position to maintain balance and




control of the nozzle. Be especially careful when working on scaffolding and tie the material hose
securely to limit whipping of the nozzle. You or other personnel can be knocked off balance and
fall, resulting in serious injury or death.

The Automatic Gun is powered with compressed air, which can develop high
pressures. Failure to wear safety goggles or a face shield can result in eye
damage from particles propelled by compressed air. Serious bodily injury or
loss of sight can result.

The inhalation of dust created by shooting a dry mixture can be hazardous to the
respiratory system. Damage to the respiratory system can result with potential
serious injury or death. Make sure all pressure connections are tight and hose is
not worn to the point of failure. The nozzleman and operator must wear safety
glasses, hard hat, and a respirator at all times while operating the equipment.

Never remove the screen or put your hands into the material hopper while the
gun is operating. The rotating stirring spider and the feed rotor are capable of
amputating fingers or the hand. Serious injury or death can occur.

Never remove the chain guard or attempt to tension the chain while the gun is
operational. Keep hands and clothing away from the moving sprockets and
chain. The rotating sprockets and chains are capable of amputating fingers.
Serious injury or death can occur.




Reliable operation of this equipment is dependent on its proper operation,
scheduled cleaning and maintenance. Failure to follow instructions can result
in accelerated wear or equipment failure.

RESPONSIBILITY OF EMPLOYERS AND OWNERS

As an owner or employer using this equipment, it is your responsibility to ensure that the operator
is qualified, has read this manual, and has received training in the safe operation of the Automatic
Gun and the safe work practices for the job to be accomplished. It is also your responsibility to
provide for regularly scheduled preventative maintenance and repair of the Automatic Gun by
trained repair personnel using only parts supplied by Allentown Equipment. Modification of any
part of the Automatic Gun can create a safety hazard. If the Automatic Gun is modified or rebuilt,
it must be done under direction of the Allentown Equipment Service Department. No field
modification of the Automatic Gun is permitted unless authorized in writing by Allentown
Equipment.

It is further the responsibility of the owner or employer to train the operating personnel in all of the
specific requirements, government regulations, precautions, and work hazards which exist in a
work situation and ensure that all involved take the necessary precautions and safety measures.



AUTOMATIC GUN PRINCIPLE OF OPERATION

Figure 1



AUTOMATIC GUN PRINCIPLE OF OPERATION

For an overview of the operation of the automatic gun, refer to Figure 1. The gun is powered
entirely by compressed air, which turns the feed bowl and conveys the material being gunned
through two separately controllable air circuits.

The air motor, item 1, drives the feed bowl, item 4, through its integral gearbox, item 2, and chain
drive, item 3. The stirring spider, item 14, is attached to the feed bowl and turns with it.

Speed of rotation is adjustable using the throttling valve, item 5. The on/off valve, item 9, allows
the operator to start and stop material feed while keeping the desired rotation speed set with the
throttling valve.

The airline filter, item 10, and the lubricator, item 11, provide clean and lubricated air for proper air
motor operation. Exhaust from the air motor is blown onto the chain drive to keep it lubricated and
to silence the exhaust.

Air for conveyance is controlled by the on/off valve, item 6, and the throttling valve, item 7. The
pressure is indicated by the pressure gauge, item 8.

Material to be gunned is loaded into the hopper, item 12, through the rock screen, item 13, where
a rotary stirring spider, item 14, loosens the material and pushes it down into the U-shaped
material pockets, item 15, of the feed bowl, item 4. The full pockets pass under a rubber wear pad
that is held in place over one pocket of the feed bowl by an adjustable clamping plate. The
clamping plate has an air entry port over the inner opening of the U-pocket and an exhaust port
over the outer opening, allowing compressed air to flow through the pocket which then conveys an
air/material mixture to the material hose.

The feed bowl speed can be adjusted by the throttling valve, item 5, from 0 to 50 rpm.

The permissible length of material hose depends on the sizing, moisture content, and type of
material to be sprayed. When the material is dry and mixed with well chosen ingredients,
distances up to 500 ft. in the horizontal direction and 100 ft. in the vertical direction are possible.
The greater the length and diameter of the material hose, the more air that is consumed and the
higher the air pressure required.

By using the appropriate outlet spout, feed bowl, and nozzle, the model AG-15 may be operated

with feed hoses having an inside diameter of 1-1/2” or 2”. See the booklet “Dry Process Hose,
Nozzles, and Accessories” for an understanding of the types and sizes available.
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MATERIAL PREPARATION

MATERIAL SELECTION

The AG-15 conveys any size of material up to 3/4 inch. In order to work efficiently, the material
must be properly graded for grain size.

The sand used is ordinary concrete sand with a maximum sizing of 1/4 inch to 3/8 inch and a
gradation meeting specifications set forth by the American Concrete Institute.

Use care when choosing the sand for a Gunite project and protect it at the jobsite. If the sand is
too dry, static electricity can build up in the hose and a dusty nozzle condition will occur. Protect
sand from the sun and rain to prevent it from drying out or becoming over saturated with moisture.
Sand that is too wet is the primary complaint from many contractors because the wet sand will
slow output and, in some cases, make it impossible to gun due to the formation of plugs at the gun
or in the material hose.

In humid conditions, excessive moisture can accumulate in the compressed air line. If thereis a
long supply line to the gun from the compressor, the air can cool down, causing moisture to
condense in the hose and gun. This moisture source will cause the same problems as those
associated with sand that is too wet when this added moisture is combined with the mix. To
eliminate this problem, install a moisture trap in the compressed air line.

When gunning pre-bagged refractory or shotcrete mixes, a predampener is recommended. This
will aid in the reduction/elimination of dust at the nozzle end while also improving product strength.

The moisture content of the sprayed material may reach approximately 6%, but 3 to 5% moisture
content is recommended. Too dry of a mix can cause dusting at the nozzle while a too wet mix
can lead to feeding problems in the gun and plugging issues in the material hose.

MATERIAL MIXING

The usual mix ratio for Gunite construction work is 1:3 to 1:4 cement-sand mixture by volume. On
some work it can go as rich as 1:2 while some back-filling and low strength applications can be as
lean as 1:6.

When the sand and cement are mixed to the proper moisture levels, cement particles will coat the
sand grains and start to hydrate. For maximum material strength and ease of operation, the
mixing should be done just before feeding the gun.

On small jobs mixing can be done by hand or in a small paddle mixer. A mobile gunning rig
provides an excellent and complete unit for mixing the components and conveying the mix to the
gun. In recent years a third alternative has been to purchase sand and cement in ready-mix trucks
delivered to the gun.
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Material should be mixed as needed, with not more than a one half hour’s supply mixed ahead.
Mixed material that is more than one hour old, especially in hot weather, may become patrtially set
and develop lumps that will cause plugging.

REFRACTORY AND INSULATING MATERIAL

The feed mechanism of the gun is extremely versatile and will handle any dry or damp material. It
can feed coarse, fine, dense, or lightweight refractory mixes from any supplier.

Operation is the same as for sand and cement but different refractory mixes behave differently in
the gun. We recommend that advice be obtained from the manufacturer of the refractory mix
since all manufacturers have experience with Allentown guns.

DAILY SAFETY CHECK
1. Confirm that the unit has been cleaned and the scheduled lubrication performed.

2. Walk around the unit and inspect for damaged and/or missing parts. Visually inspect air
and material hoses for indications of leaks or damage.

3. Confirm that eye protection, a hard hat, and a respirator are available for both the operator
and the nozzleman.

The Automatic Gun is powered with compressed air, which can develop high
pressures. Failure to wear safety goggles or a face shield can result in eye
damage from particles propelled by compressed air. Serious bodily injury or
loss of sight can result.

The inhalation of dust created by shooting a dry mixture can be hazardous to the
respiratory system. Damage to the respiratory system can result with potential
serious injury or death. Make sure all pressure connections are tight and hose is
not worn to the point of failure. The nozzleman and operator must wear safety
glasses, hard hat, and a respirator at all times while operating the equipment.

12




SETUP OF EQUIPMENT

AIR SUPPLY

It is important to set up the gun in proper relation to the compressed air supply and the work area.
See Figure 2 for this relationship and the proper hookup.

In most applications the gun is used with a portable air compressor. Make sure that the
compressor is of sufficient capacity in relation to the model of the gun and the size of the hose and
nozzle. Itis always advisable to locate the compressor 40 or more feet from the gun since dusty
conditions can be harmful to the compressor.

The AG-15 with air motor power and a 1-1/2 inch material hose will require 300 to 600 cfm of air
while a 2 inch material hose will require 600 to 900 cfm. The air line to the gun from the air supply
should be at least 1-1/2 inch. For maximum gunning rate, or when the gun is positioned some
distance from the source, a 2 inch air line should be used. Higher output and larger hose
diameters require a greater volume of air for material conveyance.

Operating pressures required will range from below 20 psi to 100 psi, depending on the distance
from the nozzle to the gun, the number of bends in the hose, the vertical lift, and the particular
characteristics of the material being gunned. For average work the air pressure at the gun is 30 to
40 psi. For longer runs of hose, expect to require an increase of approximately 5 psi for every 50
feet of hose over 100 feet.

Figure 2
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For many applications it is necessary to reduce the air pressure to gain better gun operation,
increase in the life of the wear parts, and reduce the potential for dusting at the gun. The air
throttling valve is used to attain the best operating pressure for each of the following elements:
feed bowl, hose, material, and output.

When the gun is connected to plant air, or the main air supply line at the construction site, a
regulator and moisture trap is very important. Fluctuations of flow and pressure will make the gun
especially difficult to operate.

Make sure that an adequate volume of air is available whenever plant air is used. If possible,
check the compressor rating and determine what other demands will be made to the air system
while the gun is being operated.

MATERIAL HOSE

It is always beneficial to have the gun close to the work even though the gun has conveyed
material more then 500 feet horizontally on some projects and over 100 feet vertically on others.
Generally, most gunning work is done using 50 to 250 feet of material hose. Longer runs of
material hose will result in reduced production and higher operating costs due to compressor
operation and material hose wear.

Material hoses should always be run in as straight a line as possible for best material flow and
reduced wear. Exercise caution when coupling hoses so as to minimize restrictions at the point of
connection and always use a premium hose specifically manufactured for gunning applications.

WATER SUPPLY LINE

Figure 2 shows a pneumatically operated water pump providing water to the nozzle. This is only
necessary if there is insufficient water pressure where the gun is to be used. The water pump will
draw water from a drum or other source and deliver it to the nozzle at the proper pressure.

Water requirements range up to 10 gpm when using the AG-15 with a 2 inch hose. Water
pressure should be at minimum 15 psi greater than the air pressure being used. The water line is
generally 1/2 inch, but 3/4 inch can be used for long runs. When a pump is used, the suction line
should not be more than 1 to 2 feet above the water source.

AIR HOSE TO THE GUN

Make certain that all valves between the air source and the Automatic Gun are open and that
there are no kinks and/or blockages in the supply lines.

14




OPERATION OF EQUIPMENT

PREPARING TO START

Prior to starting the Automatic Gun confirm that all safety equipment required for the job is being
worn. Both the operator and nozzleman must have at minimum safety goggles or a face shield, a
hard hat, and a respirator.

The Automatic Gun is powered with compressed air, which can develop high
pressures. Failure to wear safety goggles or a face shield can result in eye
damage from particles propelled by compressed air. Serious bodily injury or loss
of sight can result.

The inhalation of dust created by shooting a dry mixture can be hazardous to the
respiratory system. Damage to the respiratory system can result with potential
serious injury or death. Make sure all pressure connections are tight and hose is
not worn to the point of failure. The nozzleman and operator must wear safety
glasses, hard hat, and a respirator at all times while operating the equipment.

START-UP

Refer to Figure 3. The air line to the machine is divided into two circuits. One supplies air to the
material hose and the other to the air motor, which drives the feed bowl. The 1/4 turn On/Off
valves, items 1 and 4, are for quick opening and closing the air supply. When the handle is in line
with the air line, the valve is open; when the handle is perpendicular to the air line, the valve is
closed.

The throttling valves, items 3 and 5, are multi-turn valves that are closed when turned fully
clockwise. These valves are used for throttling air flow in their respective lines. Throttling valve,
item 3, adjusts the flow of air added to the material line which conveys the material. Throttling
valve, item 5, regulates the air flow to air motor (air models only), which drives the feed bowl. The
greater the air flow to the air motor, the higher the resulting material flow into the material line.
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Figure 4
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1. Turn OFF all valves on the rear of the machine, see Figure 3.

2. Hook up an air line. Tighten and secure it with a safety chain or cable.
3. Attach and tighten the material hose to the gooseneck.

4. Add material to the hopper

Do not run the machine without material in the hopper. The rubber wear pads will
wear rapidly.

Before proceeding further, the nozzleman must be in position with the nozzle
held securely.

5. On command from the nozzleman, open fully the 1/4 turn On/Off valve, item 1, and open

the throttling valve, item 3, to the material hose.

Do not run the feed bowl with material in the hopper without first turning on the air
to the material hose. Material can plug in the material hose.

6. The nozzleman should slowly start water flow.
7. Open fully the On/Off valve, item 4, to the air motor.

8. Slowly open the throttling valve, item 5, to the air motor. The nozzleman should now be
receiving material.
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9. The nozzleman should now signal for the desired air flow or material feed rate, which is
adjusted to suit. Adjust the throttling valve, item 3, and the throttling valve, item 5, until
material and air flow conditions are proper for the work being performed.

The nozzleman must signal the operator to request change in setting of both valves until
conditions of smooth flow and proper hydration are obtained at the nozzle for the job
conditions.

A. Too low air pressure/flow at the nozzle will result in plugs developing in the
material hose or an intermittent “slugging” flow of material.

B. Too high air pressure/flow will result in blowback of the dry mix from the hopper,
exhaust port, and/or from between the rubber wear pad and the wear plate.

If the proper mix of air, material, and water is achieved at the nozzle and the nozzleman
needs a greater volume of material, both valves should be adjusted proportionally to
maintain the conditions achieved at the lower volume.

10. Adjust oil feed rate on the air line lubricator with the needle valve located on top of the

lubricator. Adjust to feed 4 to 6 drops of oil every minute.

Do not run the machine without an air filter or without oil in the lubricator. Failure
of the air motor will result.

11. Maintain a steady flow of material into the hopper.

12. After adjustments are satisfactory, note the reading of the air pressure gage, item 3, for
future reference in repeating start-up of the job.

NOZZLE OPERATION

The nozzle body assembly contains the water ring that has small holes used to inject water into
the material stream prior to exiting the nozzle. The quantity of water injected is controlled by the
nozzleman. The amount of water used is adjusted with a control valve at the nozzle for correct
wetting of the material.

The amount of water required will vary depending on the type of material and the installation.
Despite the simplicity of the nozzle operation, only time and experience will produce and expert
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nozzleman. The nozzleman’s skill will result in the correct buildup and wetting of the applied
material.

Properly wetted material does not slump or run and it should not be dusty or dry. When gunning
sand and cement or refractories, a glossy surface appearance or sheen indicates the optimum
water content.

The gunning nozzle is held approximately 3-4 feet from the surface being built-up; however, some
jobs require it to be held closer, which is not a problem for a skilled nozzleman. Other applications
that require a thin or “flash” coat will require that the nozzle be held 5-8 feet from the surface.

The nozzle should be kept in continuous motion so that the application of the material is over a
fairly large surface area. The circular motion of the nozzle is sustained until the desired thickness
of material has been applied. If the nozzle is held in one position too long, the resulting work will
be lumpy and poor in appearance and quality.

Care and maintenance of the nozzle body consists of simply keeping it clean and not allowing the
water ring to become contaminated with material. Occasionally remove the water ring to clear any
foreign material.

The water ring and nozzle rubber liner takes the majority of wear in the nozzle assembly. If these
items are replaced when worn, the life of the assembly will be extended.

CLEARING MATERIAL PLUGS

Excessive moisture in the compressed air, too little CFM for the hose size, very wet sand, stones
or other foreign matter in the material conveying hose can cause line plugs.

The hose will generally plug at a bend, at a hose coupling which might be restricting the material,
or at the gun flanged outlet.

To clear a plugged material hose, first reduce the main air flow control valve to a minimum, but do
not shut off the main air supply valve. This will maintain pressure in the hose up to the point of the
plug. To locate the plug simply step on the hose until a point is found where the hose is soft. This
is the location of the blockage.

Striking the hose before and after the plug with a mallet or hammer will crush or dislodge the plug
and allow it to be blown through the nozzle.

The nozzleman must use extreme caution when the plug is struck, making sure
he is holding the nozzle tightly and is firmly braced. The material hose can whip
violently when the plug is released. The Automatic Gun operator must be in
position to reduce the air supply if requested by the nozzleman.
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Occasionally a plug will form in the nozzle assembly tip. If this occurs, the gun and air supply
must be shut off completely. Then remove the nozzle body and tip and thoroughly clean it.

If a plug lodges in the gun outlet gooseneck, the material hose will be soft for its entire length.
The gun must be shut off completely and the material hose removed and the plug cleared from the
gooseneck.

If plugging occurs frequently, correct the cause. Within normal operating parameters plugs should
not occur. However, if it is a problem, check the compressor and line size, the mix for lumps, and
review the layout of the material hose.

The American Concrete Institute has published specification ACI 506R-90, ACI 506. 1R-84, ACI
506.2-90 and ACI 506.3R-83 covering proper gunning procedures. In general, the following
guidelines are necessary considerations for performing quality work:

1. The nozzleman must avoid placing mixture over any accumulation of rebound or nozzle
dust. Usually it is necessary to shut off the flow of material from time to time to clean
ahead of the work with straight air, air-water blast from the nozzle, or an independent air
line.

2. Generally it is advisable to start at the bottom of a vertical or steeply sloping surface and
work upward in horizontal bands 5-6 feet wide. Final or flash coats, which are usually .12
to .25 inches thick and applied for finish purposes only, are ordinarily applied starting at the
top and working downward over large areas to the bottom. Always keep the surface clean
and damp ahead of flash coating by washing with an air-water blast.

3. The body or structural coating should not be “worked “or troweled. If a trowel, float, brush,
or other hand finish is required, it should be worked on the flash coat to preserve the high
quality of the body or structural coat.

4. The body coating may be scraped or screeded with a trowel or sharp cutting rod, but not
until it has taken a partial set. This is usually %2 to 1 hour after application. If the material
drags when it is screeded, it is still too wet for screeding and the strength of the structural
coat will be decreased.

5. Always make sure that the surface on which the coating is being placed is clean and free of
all disintegrated material. Sandblast concrete, brick, or masonry surfaces before starting to
gun on a lining.

6. Never gun onto surfaces covered with frost or when the temperature is below freezing
unless adequate heating and protection are provided.

7. Never apply mixture to bone dry concrete, brick, masonry, or previously placed dry
coatings. Always thoroughly wet down such surfaces.

8. Do not apply in puddles of water on horizontal or sloping surfaces. Blow water clear.
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OPERATION WITH WET MATERIAL

High moisture content of the material will cause bridging in the hopper, preventing the material
from free falling into the pockets of the feed wheel assembly.

By abruptly stopping the feed wheel rotation, and then removing the pad assembly, a visual check
can be made to assure that the pockets are coming to the air stream fully loaded, and that the
pockets which have passed the air stream have been completely emptied. This indicates that the
material is being evenly injected into the line.

Even though wet material can be made to flow, it will rapidly build up in the feed wheel assembly
and cake up on the inside of the material hose. This action will restrict flow and eventually cause
the lines to plug. The air pressure must then be increased and the lines blown clear.
Prehydration in the material line can also cause the nozzle operation to become uneven and
sluggish. Except for extreme cases, this condition can usually be remedied by raising the air
pressure to the gun, resulting in an increase in the lineal velocity in the air-material line.

When the materials are injected evenly and continuously into the air-material line, and are carried
evenly in the air stream, the nozzle operation will be smooth and consistent. The smoother the
nozzle operation, the more even the hydration will be, thereby creating less rebound and allowing
higher efficiency, resulting in better finished concrete.

SHUT DOWN

1. Refer to figure 3. Stop feed
bowl rotation first by closing
the 1/4 turn On/Off valve, 1
item 4, to the motor without
disturbing the throttle valve,
item 5. 5

2. Allow air to blow the material

hose thoroughly clean. / 4

3. Shut off the 1/4 turn On/Off
valve, item 1, to the material
hose.

4. The nozzleman may now
shut off the water at the nozzle Figure 3

5. The nozzle should be placed down in such a position as to prevent any water leakage from
running back into the material hose.
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FIELD MAINTENANCE

DURING OPERATION
If there is excess back discharge from the hopper:

I Adjust the rubber wear pad.

If excess air is allowed to blow out of the hopper, premature failure of the rubber
wear pad or wear plate will occur, creating even more noticeable discharge back
into the hopper or atmosphere. Always keep wear pad adjusted for minimum
blow-by to hopper or atmosphere. Escaping air can also cause damage to the
feed bowl housing. Do not confuse pocket exhaust with a seal failure. Pocket
exhaust is rhythmic puffing that should not blow material out of the hopper.

I Check the discharge gooseneck to be certain that the outlet of the gun is clean and free
from built-up material.

DAILY CLEANING

Thoroughly clean the Automatic Gun after each day’s use. The benefits of a thorough cleaning
will be apparent when starting the machine the next time. In any pneumatic gunning operation,
the clean up is an important part of the day’s work.

A water hose may be turned on into the hopper to be used to wash the machine clean. Attach a
single length of material hose, without the water nozzle, to the gooseneck with the free end
secured to prevent whipping. The feed wheel assembly is then turned very slowly with just
enough air fed through the feed wheel to blow out the water and material being washed from the
inside of the gun.

After this daily field cleaning the machine must be disassembled at the shop for final cleaning and
application of a release agent to discourage bonding of cement to the machine parts. If the
machine is not returned to the shop at the end of the day’s work, the final cleaning covered under
“Shop Maintenance” should be performed in the field.
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SHOP MAINTENANCE

Do not attempt to lift the machine by the top of the stirring spider. This may cause
severe damage to the main shaft and bearings.

DISASSEMBLY FOR FINAL CLEANING
1. Remove the screen.
2. Remove the stirring spider.
3. Remove the rubber wear pad and gooseneck assembly.
4. Hinge back the feed bowl housing.

5. Remove the feed bowl and wear plate.

The gunning of semi-dry materials with a high moisture content may cause
cement build-up in the feed bowl. The longer this material is left in place to dry
and harden, the more difficult it becomes to remove. When cleaning the pockets
of the bowl, be cautious not to chip or damage the top surface of the feed bowl.
This top surface must be kept free from damage in order to provide an air tight
seal between the feed bowl and the bottom surface of the cast wear plate.
Cement deposits can be removed with a pneumatic tool fitted with a needle
scaler head. This procedure is fast and eliminates the possibility of severely
damaging the parts being cleaned.

6. Remove the shims. To dislodge existing shims from the spindle hub, tap lightly around the
outer diameter of the hub with a soft faced hammer or mallet until separation of the plates
occurs.
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SHOP INSPECTION, CLEANING, AND ADJUSTMENT

Critical areas of the Automatic Gun must be kept clean and properly adjusted to
prevent premature wear, avoid equipment failure, and maintain production.

Refer to Figure 5

1.

2.

Clean the mainshatft.
Clean the adapter block
Clean bottom surface of feed bowl.

Clean center hole in the feed bowl, wear plate.
And shims.

Clean top surface of the feed bowl with the flat
surface of a file to knock off cement deposits.

Clean both surfaces of shims.

Sand or other material left between
shims or on the bottom of the feed bowl
will cause wobble of the feed bowl and
wear plate assembly, resulting in
uneven wear that can lead to irregular
rotation speed.

Clean bottom surface of the steel wear plate.
Clean the reduced diameter and shoulder of the

three housing supports and the underside of the
housing where the posts connect.
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9. Coat the mainshaft threads with a light amount of oil. This acts as a release agent to
ease removal of subsequent build-up.

10. Coat both surfaces of shims with a light film of oil.

11. Apply a small amount of Pilobond or equivalent adhesive between the wear plate and
the feed bowl. The ribs between the pockets of the wear plate are tapered. Be sure
to mate the thick end to the bowl.

Look at the rubber wear pad and wear plate. These parts are constantly wearing to provide a
moving seal that is essential for proper operation of the Automatic Gun. As these parts wear it
becomes increasingly difficult to maintain a good seal as evidenced by air and material blowing
back out of the hopper.

Never invert (turn over) a badly worn wear plate and mount it onto a feed bowl. The resulting air
blasting between two uneven surfaces can cause serious damage to the main drive shaft and to
the feed bowl.

12. Place adapter block and key on main shatft.

13. Do not assemble shims at this time. The proper amount of shims will be determined
later.

14. Place the feed bowl and wear plate on top of the adapter block.

15. Clean the vertical sides of the pad housing where the three sides of the rubber pad
meets the housing. This assures that the pad will be inserted deep enough into the
cavity to permit the inlet and outlet ports to align with the pockets in the feed wheel
assembly.

Rubber wear pads must be inserted far enough into the pad housing to allow the inlet and outlet
ports of the pad to align with the feed wheel pockets. Check wear patterns to assure the sealing
portions of the rubber face are in alignment with the outer rim, the center divider, and the inside
hub portion of the wear plate.

16. Clean the bottom surface of the felt seal ring.

17. Clean the top and bottom surfaces of the gooseneck casting.

18. Clean the top surface of the rubber wear pad.

19. Lubricate the felt seal with 10 to 20 weight oil.

20. Loosen all bolts on the rock shear.
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21. Hinge bowl housing and place in closed position.
22. Lock feed bowl housing by using three (3) screw clamps.

Wear and grinding reduce the thickness of the wear plate. This makes it necessary to add shims
under the feed bowl to raise it as close as possible to the underside of the pad housing assembly.
Proper positioning here adds to the pad life and affords maximum efficiency of jackscrew
adjustment

The shims are precision parts and should not be substituted with anything other than factory parts.
Shims are available in 0.035, 0.075, and 0.125 inch thicknesses. See the parts catalog under
“Base Drive and Bowl” for part numbers when ordering.

All shims are parallel and may be used in any combination required to elevate the feed bowl to the
proper position.

23. Insert the thickest stack of shims, which contains at least one 0.035” thick shim that
will fit between the pad housing and the top surface of the wear plate. See Figure 6.

24. Remove one 0.035” thick shim
from the stack and place the
remaining shim(s) under the
feed bowl on the main shaft.
When shimmed properly, the
clearance between the bottom
of the pad housing and the top
of the wear plate should accept
one 0.035” thick shim. See

Figure 6.
25. Ol the felt seal with motor oll
SHIM and push it down securely to
assure a tight seal on top of the
wear plate.
Figure 6

26. Keep the rock shear adjusted to as close as possible to the wear plate without
allowing it to scrape directly on the plate. A common practice is to use a business
card between the rock shear and the wear plate as a gage. Tighten the bolts evenly.
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27. Maintain the bottom side of the rock shear flat and square by grinding as required.
This is extremely important to provide maximum life to the sealing pads, especially
when shooting large aggregate mixes. See Figure 7.

ROCK SHEAR \

BOTTOM SIDE/

Figure 7

28. Match the rubber wear pad to the gooseneck backup plate. The two spring pins
projecting from the backup plate ensure proper alignment when inserted in the two
holes in the rubber wear pad.

29. Insert the rubber wear pad and gooseneck plate assembly into the wedge shaped
opening of the housing, making sure that the rubber lip on the right side of the sealing
pad is fully inserted into the cavity under the right vertical side wall of the housing.

30. Now swing the hinged pad clamps upward and inward where they will contact the
curved outside surface of the rubber pad in its housing. Secure each jack screw, one
at a time, by tightening the threaded hand knobs on each clamp.
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The Automatic Gun is manufactured to tight tolerances in order to maintain an air seal between
the stationary rubber wear pad and rotary segmented feed bowl assembly. The top surface of the
feed bowl assembly should be parallel to the base plate. The pad backup plate and the rubber
wear pad are drawn down onto the top surface of the feed bowl assembly on the same plane.

A. Adjust all four (4) jack screws downward at one time until each one contacts the top
surface of the gooseneck plate evenly.

B. Tighten each hand knob clockwise an additional 3/4 turn.

C. Make final tightening adjustment to each of the vertical jack screws on the feed
wheel housing. The air sealing rubber pad is now secured into its pad housing
ready for start-up. Final adjustments to each adjusting knob may be necessary after
the machine is in operation. Keep downward pressure adjustments on the sealing
pad equal on all jack screws.

Improper adjustment of downward pressure to one side of the pad over the
opposite side causes excessive wear to the rubber sealing surface. This
condition can allow the pressurized air to blast free from under the sealing pad in
the area of the least downward pressure. This air blasting, coupled with particles
of material or sand granules, can quickly erode a metal surface and destroy it.

It is not necessary to exert a great deal of pressure on these jack screws. A snug fitis all that is
required. This ensures that the rubber sealing pad and the pad backup plate assembly is fully
inserted into the wedge shaped opening of the pad housing.

31. Clean bottom surface of stirring spider. Clean the threads on the bottom of the stirring
spider and screw the stirring spider onto the mainshaft. Tighten the stirring spider.

32. Install screen into position on the top of the hopper assembly.

33. Check the gear oil level in the air motor. It should be maintained full, using a high
quality grade 90 weight gear oil.

34. Fill the air lubricator reservoir with SAE number 10 weight detergent free motor oil.
Maintain a supply of this of oil in the reservoir on a regular basis, as required.
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RECONDITIONING OF PARTS

It is difficult to predict the life of the rubber wear pad and wear plate. This wear is determined by
several variables: the conveying distance and height, grain size, type of material being gunned,
moisture content of the material, and the tightness of the seal.

Both the rubber wear pad and wear plate can be ground to allow reuse. The parts should be
ground on a rotary grinder, commonly called a “Blanchard” grinder.

Wear results from the abrasive contact between the wear plate and the rubber wear pad as they
seal the pocket where the material is being discharged. Leakage of air or fine particles through
this seal in the areas between the pressurized and adjacent unpressurized pockets causes
increased wear to the webs separating the pockets, creating internal leakage. This leakage
recirculates material that should be delivered. If this condition becomes excessive, wear is
accelerated and output will become reduced.

To measure surface wear on the wear plate:
1. Back off the jack screws and remove the rubber wear pad.

2. Release the housing clamp and rotate the housing and hopper to access the top surface
of the wear plate.

3. Place a straightedge on the top surface of the wear plate between the surface closest to
the mainshaft and the outer edge.

4. With a feeler gage or shim of known thickness, measure the maximum gap between the
top surface of the wear plate and the straightedge.

5. Regrind or replace the wear plate and the rubber wear pad if the gap on the wear plate
exceeds 1/16 inch (0.062").

When new or reground parts are installed, do not mix new parts with old parts.
This will greatly accelerate wear.
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FEED BOWL

The bottom flat surface of the feed bowl must be kept free of any damage or disfiguration. This
bottom surface is used to locate the bowl in the grinder when it becomes necessary to resurface
the top face. If there are severe nicks/chips on this bottom surface of the feed bowl that cannot be
removed evenly with a file, lightly file the top surface to remove any nicks/burrs. Then place the
bowl in the grinder with the top surface down and Blanchard grind the bottom surface first. After
completion, turn the feed bowl over and grind the top surface to 100% clean up. The top and
bottom surfaces must be ground flat and parallel to within 0.002 inch (0.05mm).

WEAR PLATE

With use, the cast wear plate will show sign of wear. When regrinding the wear plate, Blanchard
grind the plate to 100% clean up. Both surfaces must be ground flat and parallel to within 0.002
inch (0.05mm). Be sure shims are available for reassembly.

SHIMS

Shims are specially manufactured precision parts. No substitute components should be used to
raise the feed bowl assembly to its proper position. These parts are not subject to wear and
therefore do not require reconditioning. They do need to be thoroughly cleaned prior to
installation and any nicks/burrs should be removed with a file.

ASSEMBLY INSPECTION

After installing the feed bowl, wear plate, and shims
onto the mainshaft and securing the stirring spider,
the assembly must be rotated and checked with a
dial indicator. Total Indicator Reading should be
within .015 inch. See Figure 8.

RUBBER WEAR PAD

Wear pads will be worn slightly more on their

leading edges, as opposed to the trailing edge,

when wearing normally. They will also show the

most wear in the area where the pad is in contact

with the ribs separating the pockets on the wear

plate. A new rubber pad is 7/8 inch thick. It should Figure 8
be replaced when a combination of wear and

regrinding has reduced the thickness to 3/8 inch.

Never use a worn rubber wear pad with a new or

reground wear plate.
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LUBRICATION

AIR LINE LUBRICATOR
Check the oil level of the lubricator daily and refill as necessary
ADJUSTMENT
1. Turn lubricator drip rate adjusting knob fully clockwise, then turn on system air pressure.

2. Adjust lubricator drip rate only when there is a constant rate of air flow through the
lubricator. Monitor drip rate through the sight feed dome.

3. Turn the adjusting knob to obtain a drip rate of 4 to 6 drops per minute. Turning the
adjusting knob counter-clockwise increases the drip rate while turning clockwise decreases
drip rate. Pushing downward on the adjusting knob lock ring locks the drip rate setting.
Pulling upward on this lock ring will release it.

MAIN SHAFT BEARINGS
The mainshaft bearings are sealed and lubricated for life. No additional lubrication is required.

AIR MOTOR GEARBOX (AIR MODELS ONLY)

Add GL-5 grade EP 80/90 gear oil as required to keep the air motor gearbox full. The oil should
be changed after the first 50 hours of operation and not more than 500 hour intervals thereafter.
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LUBRICATION POINTS

AIR LINE LUBRICATOR —
Check level after each use
and fill to max fill line with 10

AIR MOTOR

See note on page

31.
PIVOT POINTS - Lubricate WHEEL HUB GREASE
all rotating pivot points with a FITTING — Clean fitting and
multi-purpose motor oil after apply 2 to 3 shots of GP
each 25 hours of operation. Bearing Lube or Lithium

Grease after each 25 hours
of operation.

wt. motor oil as needed. Do
not over fill.
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TROUBLESHOOTING

Excess air blowing back
out of hopper.............
I Rubber wear pad loose — tighten jack screws
I Rubber wear pad worn — replace or resurface
I Worn plate installed without sealant — reinstall with sealant
I Worn wear plate — resurface

Feed bowl rotation speed

not uniform...............
I High spot on wear plate — clean, regrind, or replace wear plate
I Material under feed bowl - clean
I Speed set too slow — increase speed

Low volume at nozzle...
I Rubber wear pad not seated in pad housing — adjust jack screws

Dusting at nozzle.......
I Water supply insufficient or low pressure — increase water supply,
supplement water pressure with booster pump
I Nozzle water ring worn or partially closed — clean or replace

Excess sand/cement leaking
toground..................
I Felt ring not in position — reposition felt ring
I Felt ring hard and/or dry — clean and oil felt seal
I Badly worn felt ring - replace
I Rubber wear pad clamping plate improperly adjusted — adjust jack
screws

Material surging through
hose and nozzle.........
I Feed bowl running too fast — reduce feed bowl! speed or increase
air supply to material hose
I Feed bowl pockets plugged — clean feed bowl
I Bowl pockets too large for hose being used — use smaller feed bowl
or larger hose
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Material too moist — use dryer material

Irregular feed rate into hopper — instruct supply truck or shovelers
Low air supply — increase air pressure/CFM, increase size of
compressor

Feed bowl running slow
or stopping...............

Air supply to motor too low — increase air pressure/CFM

Dirty or clogged air filter — clean or replace air filter

Air valve not open — open air valve

Air compressor or air line too small

Rubber wear pad too tight — adjust jack screws

Air motor vanes worn — repair air motor, confirm operation of air
filter and air lubricator

Bent stirring spider — straighten or replace stirring spider
Material under feed bowl — clean

Material at rock shear jamming rotation — clean

Applied material runs
or falls off wall..........

Excessive water — reduce water, adjust valve
Overhead fall out — application too thick, use accelerator for quicker
setting

Rebound exceeds 10-15% for verticals and

20-30% for overhead...

Material design not within specification for gunning

Nozzle too close to wall — increase nozzle distance to three feet
Nozzle too far from wall — reduce distance to three feet

Material stream not 90 degrees to wall — correct spray

Incorrect air pressure — increase or decrease

Incorrect ratio of material to water - adjust

Poor material wetting..

Low water pressure, minimum of 45 PSI required — use water
booster pump
Nozzle water ring holes partially closed — clean or replace
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Clogging in rotor, discharge outlet,

outlet reducer or hose...

Oversize aggregate — if hose plugs, stop gun and turn off main air,
remove hose at outlet and open air to blow out the rotor

Material hose plug — find plug and clean hose

Ratio of aggregate — hose 1.D. incorrect, hose I.D. to be three
times the largest aggregate

Bend in material hose — lay out hose as straight as possible with
long radius bends

Air compressor supply line too small or output of compressor too
low.

Material with moisture content greater than 10%, plugs occur at
gun outlet — remove and clean
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BASE, DRIVE, & BOWL ASSEMBLY
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BASE, DRIVE, & BOWL ASSEMBLY CONT.
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BASE, DRIVE, & BOWL ASSEMBLY

ITEM | QUANTITY | PART NUMBER DESCRIPTION
1 2 01022 COMPLETE REAR WHEEL ASSEMBLY
2 1 10061 I-R GEARED AIR MOTOR
3 1 11073 No. 60 DRIVE CHAIN
4 1 15001 WEAR PLATE, 1" THICK
5 1 15096 WEAR PLATE, SHALLOW BOWL
6 1 15002 WEAR PLATE, 2" THICK
7 AR 15004 SHIM, .035” THICK
8 AR 15005 SHIM, .075” THICK
9 AR 15006 SHIM, .105” THICK
10 AR 15007 SHIM, .125” THICK
11 1 15010 BASE PLATE
12 2 15011 HINGE LEG
13 2 15012 AXLE WELDMENT
14 1 15014 STIRRING SPIDER
15 5 3/8 HEX NUT
16 1 15017 FOOT
17 1 15018 TENSIONER (IDLER)
18 1 15019 IDLER SPROCKET
19 1 15020 CHAIN GUARD
20 1 15021 PAD CLAMP SUPPORT
21 2 15022 SPEED BALL HANDLE, CLAMPS
22 2 15023 WEAR PAD CLAMP
23 3 15725 HOUSING SUPPORT
24 3 15026 HOUSING CLAMP
25 3 15027 CLAMP, ROD END
26 1 15031 TREE WELDMENT
27 5 15032 CLIP, CHAIN GUARD
28 1 15033 GASKET, CHAIN GUARD
29 3 15034 2" SPACER
30 1 15035 DRIVE SHAFT ADAPTER, FEED BOWL
31 1 15095 15 POCKET SHALLOW FEED BOWL
32 1 15040 15 POCKET MIDRANGE FEED BOWL
33 1 15041 15 POCKET DEEP FEED BOWL
34 1 15065 SPROCKET, 15 TOOTH
35 1 15066 BUSHING, 1-3/8”
36 1 15070 MAINSHAFT
37 1 15071 SEAL, MAINSHAFT
38 1 15072 BEARING HOUSING
39 1 15073 SPROCKET, 48 TOOTH
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BASE, DRIVE, & BOWL ASSEMBLY CONT.

ITEM | QUANTITY | PART NUMBER DESCRIPTION
40 1 15074 BUSHING, 1-3/4
41 1 15075 MAINSHAFT, BOTTOM BEARING
42 1 15076 MAINSHAFT, TOP BEARING
43 1 15077 RETAINING RING, BEARING
44 2 15079 WOODRUFF KEY, 3/8" x 1-1/4”
45 1 15080 RETAINING RING, LOWER
46 3 15094 SPACER, 1”
47 3 15725 HOUSING SUPPORT
48 1 20456 GAGE, AIR PRESSURE
49 2 70101 1-1/4 BALL VALVE, APOLLO No. 70-106-01
50 1 70102 AIR LINE LUBRICATOR
51 1 70103 AIR LINE FILTER
52 1 70135 PNEUMATIC SILENCER
53 1 70136 GLOBE VALVE, 1”
54 1 70137 GLOBE VALVE, 1-1/4"
55 2 S.H.C.S,, 5/8-11 x 1-3/4” LG.
56 4 H.H.C.S., 3/8-16 x 1-1/2” LG. w/WASHER
57 2 FLAT WASHER, 1”
58 2 15103 RETAINING RING, WHEEL
59 3 15102 CLEVIS PIN
60 1 HEX NUT, 3/4-10
61 3 HEX LOCKNUT, 1/2-13
62 1 H.H. BOLT, 1/2-13 x 3-1/4" LG.
63 1 H.H. BOLT, 5/16-18 x 1-1/2" LG.
64 1 H.H. BOLT, 10mm x 30mm
65 3 H.H. BOLT, 3/4-16 x 3" LG.
66 5 H.H. BOLT, 3/8-16 x 2" LG.
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HOUSING & HOPPER ASSEMBLY
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HOUSING & HOPPER ASSEMBLY

ITEM | QUANTITY | PART NUMBER DESCRIPTION
1 2 08044 LATCH, ADDCO No. 069-0101
2 1 15003 FELT HOUSING SEAL
3 1 15009 RUBBER WEAR PAD
4 1 15013 HOPPER
5 2 15028 HOUSING
6 1 15029 ROCK BREAKER
7 3 15030 POCKET COVER PLATE ASSEMBLY
8 1 15036 PLATE, GOOSENECK
9 1 15037 GOOSENECK, 2"
10 2 15038 COUPLING, GOOSENECK
11 1 15039 LINER, 2" GOOSENECK
12 1 15090 GOOSENECK, 1-1/2”
13 1 15091 LINER, 1-1/2" GOOSENECK
14 1 15740 HOPPER SCREEN ASSEMBLY
15 6 F.H.C.S,, 3/8-16 x 1-1/2" LG.
16 1 15104 HOSE COUPLING, MALE, 1-1/4"
17 1 15105 HOSE COUPLING, FEMALE, 1-1/4”
18 2 SPRING PIN, 23/8 x 1" LG.
19 4 H.H. BOLT, 3/8-16 x 1-1/4” LG.
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JACKSCREW BOX
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JACKSCREW BOX ASSEMBLY

ITEM | QUANTITY | PART NUMBER DESCRIPTION
1 AR 11400 No. 25 CHAIN & CONNECTING LINK
2 1 15050 JACKSCREW BOX
3 1 15051 JACKSCREW BOX COVER
4 2 15052 JACKSCREW HOUSING
5 2 15053 LOCKING RING
6 2 15054 JACKSCREW HANDLE HOUSING
7 2 15055 JACKSCREW OUTPUT SHAFT
8 2 15056 JACKSCREW TOP SHAFT
9 2 15057 JACKSCREW HANDLE SHAFT
10 4 15058 JACKSCREW SPROCKET
11 2 15059 JACKSCREW KNOB w/1/4-20 x 3/8 CP PT S.S.
12 4 15060 JACKSCREW WIPER SEAL
13 2 15061 JAM NUT, 7/8-14 UNF THREAD
14 4 H.H. BOLT., 5/16-18 x 1-1/4” w/LOCK WASHER
15 4 SOCKET SET SCREW, CUP POINT,10-32x1/4"
16 8 H.H. BOLT, 1/4-20 x 5/8” w/LOCK WASHER
17 2 S.H.C.S,, 1/4-20 x 5/16” LG.
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HYDRAULIC MOTOR DRIVE

—
/

[—
I

PARTS LIST
ITEM [ QUANTITY [ PART NO DESCRIPTION
1 1 30508 | CONTROL VALVE, ON/OFF
2 1 09083 | HYDRAULIC MOTOR
3 1 09009 | FLOW CONTROL VALVE
4 1 27172 | FLOW CONTROL VALVE STAND
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