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ABOUT COMPANY

Our company designs and produces air blast and shot 
blast equipment. The company has been established in 
1991. Over the years of our activity several generations 
of the equipment were designed and built, hundreds of 
solutions for the client's problems were found and 
production of all major shot blast equipment types was 
developed. Our equipment works in many regions of 
Russia as well as in Ukraine, Belarus and Kazakhstan. 

Tried and tested components, usage of modern design 
and manufacturing technologies including metal laser 
cutting, automatically-controlled bending, high-quality 
welding, application of powder painting and abrasion 
resist coating provide us an opportunity for offering 
equipment at European and Global peers level to our 
clients. 

To confirm the high level of quality, our company has the 
necessary technical documentation and certificates.

Availability of our own design office and flexible 
production process organization permit us to develop 
and produce non-standard configuration of the 
equipment using required mechanization or automation 
in a short space of time. 

We love what we do and enclose this feeling in our 
products.
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PRACTICAL ASPECTS 
OF AIR BLAST AND SHOT 
BLAST TREATMENT 

Using air blast and shot blasting methods allows to solve a wide range of problems in such industries as 
engineering, construction, repair, shipbuilding, aircraft construction, space exploration, etc. for greater clarity, we 
would like to give some examples of practical application of shot blast treatment from our experience. 

METAL WORKING. 
Contamination and corrosion traces removal.

Before painting, gumming and conservation the metal 
must be cleaned from various impurities, corrosion and 
scale. 

For example, before gumming a bath in the car painting 
line at a plant in Moscow, it was necessary to remove 
corrosion traces and scale from the already installed 
bath. At the same time dust dispersal was unacceptable. 
Having examined the object our specialists decided to 
use a temporary cover and connect dust-removing 
filters to a closed volume. Working was carried out with 
iron gritthat was approved by the Customer. The degree 
of treatment cleaning was Sa 2½. The treatment was 
governed by the operator with personal protective 
equipment using a pressure type abrasive-jet unit. 

One more example of corrosion and other contaminants 
removal is one of taxi parks in Moscow. The metal dalle 
which has been polluted after years of exploition and 
has a heavy coat of corrosion is laid on the territory of the 
repair area. Since it was a horizontal surface we applied 
a portable shot blasting unit with a filter. Round cast shot 
was used as an abrasive and degree of treatment was 
Sa 2. Efficiency and quality, as well as full absence of 
dust, were the key to successful processing. 
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For a good quality of new paintwork application when 
repairing car disks it is necessary to remove the 
previous one. The shot-blast machine with rotary table 
has proved to be very useful for the solution of this 
problem. The disk is placed on the turntable and the 
turbine produces an abrasive section which the disk 
passes through. The operator should only match the 
processing time, stack and capture the already 
processed parts.
 
For removing the molding mixture from the cast part 
surfaces, the shot blast machine with rubber belt proved 
to be good. The details are put in a belt where they are 
mixed and rotating in space passing through the 
abrasive section created by the turbine above. After a 
certain time of exposure parts are processed. 

METAL WORKING. 
Making a certain roughness 

In manufacturing or repairing molds, a certain texture of 
parts surfaces obtained during production with their 
usage is required. Due to the long usage of molds in the 
plastic production after several thousand cycles finished 
products appear shiny, which is considered to be a 
defect. Removing this effect is possible by applying air 
blast treatment with special abrasives. 

When welding stainless steel parts, traces of tarnishing 
appears on the surface that significantly worsens the 
appearance of finished products. For these purposes, 
application of air blast treatment is possible both locally 
for welding locations and for the entire product. 
Whereby, this kind of processing can be last and 
decorating. It is possible to create a surface profile with 
minimal dirt-retaining relief using air blast treatment. 

Air blast treatment is also necessary in the manufacture 
of stainless steel wagons. The scratches appeared 
during the manufacturing process; heat tints from the 
welding seams and spot welding are masked or 
disappear after the treatment. Such works have been 
done at the railway car building plant in Mytishchi 
(Moscow region). 
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WORKING THE WOOD, STONE, GLASS. 
Matting, aging, delineation and imaging. 

Using various types of abrasives enables receiving the 
effect of erosion aging on stone and wood. During the 
treatment, softer layers are taken out by abrasive particles 
and harder or more viscous ones remain. This is the way 
the effect of air-sand or hydro-abrasive erosion is obtained. 
Such solutions have an application in the interior design 
and construction. 

Delineation and imaging technology has become wide 
spread all over the world. Mask is executed using the 
inverted image planned to be transferred to the surface. 
Processing of the required surface is carried out with the 
mask and the image is transferred. There are several 
techniques of mask development. Films with ultraviolet 
pattern fixation are claimed to be one of the most flexible 
technique to transfer images. Making images of high 
accuracy on flat or curved surfaces as well as the bas-
reliefs implementation are possible due to this technology.

Matting of sheet glass and mirrors is performed 
automatically using air blast treatment.

SURFACE PREPARATION 
before thermal spray and other metal coatings application.

Air blast treatment is the best way to activate and form the 
necessary roughness before applying coatings.
 
Various abrasives are used for different base materials and 
subsequent application method, as well as the coating 
material. For example, corundum white 25A is the best for 
thermal spray coating.

Preparation of oil pumps bodies surface before the 
anticorrosion coating application using electric arc spraying 
method is an example of this type of abrasive application. 

Garnet proved to be very useful in machining parts made of 
brass or aluminum alloys. It is natural mineral abrasive. 
Housing surface treatment for electronic equipment made 
of aluminum alloy is the example. The wall thickness is 2 
mm, but visible shape deformation is not observed after the 
processing.

Garnet was also used before the decorative nickel coating 
on the microphone housings made of brass alloy.
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PRINCIPLE AND TYPES OF AIR BLAST 
AND SHOT BLAST TREATMENT

DEFINITIONS 

Injector blasting system

Pressure blast system 

Shot-blasting machine scheme

Air blast treatment is the surface treatment with particles accelerated by compressed air in the nozzle. 

We use injector and pressure blast systems.
Shot blast treatment is the method of surface treatment with solid particles accelerated by blades of a 
rotating turbine. 

In injector  b lasting systems, a  suction blast gun equipped with  a 
blast nozzle for abrasive acceleration is a vacuum pump which 
feeds the abrasive to the blast nozzle for final  acceleration due 
to the phenomenon of a ir stream injection. There are two basic 
setups with  lower  and upper location of the hopper for abrasive. 
In the second case, the losses associated with abrasive 
injection are reduced. The first option is cheaper since it doesn't 
requi re additional transportation of an abrasive. 

In pressure systems, the abrasive is squeezed out by the 
pressure of air from the blast pot into the compressed air stream 
and transported along the abrasive-jet hose to the blast nozzle 
for final acceleration. 

There are several configurations of pressure systems. One-
volume and two-volume tanks are used like the most common. 
Two-volume ones can feed the abrasive smoothly, rebooting the 
working volume automatically. It is very convenient when 
implementing the projects of automated air blast equipment. 

Application of containers of different sizes and equipment with 
several processing stations are also possible.

Abrasive acceleration in shot-blasting systems is provided by 
turbine equipped with wear-resistant blades. In  this context, 
using only round steel shot is preferable, which explains the 
name of this processing technique. Using mixtures with a grit is 
also possible but it leads to increased wear-out of the blades. 

Shot from the hopper via the metering valve is fed by gravity to 
the center of rotating turb ine. Accelerator located in  the center 
generates steady abrasive stream on the blade width, then the 
stream is formed by d istributor and goes onto the turbine 
blades, where the shot acceleration takes place. 

Efficiency of shot blasting systems is significantly higher in 
comparison with air blast system.
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HAND-OPERATED AIR BLAST CABINETS 

The term «HAND-OPERATED» refers to the air blast cabinets with relatively small working area, in which the 
operator can treat the details manually without additional manipulators, remaining outside the chamber. For this 
reason, the working area may not be large and its size depends primarily on the length of the operator's hands. 

Different modifications based on this type of cabinets are suitable for different modification of workpiece sand 
enable treatment of long parts as well as large-format details with re-orientation. 

There are INJECTOR and PRESSURE TYPES of hand-operated air blast cabinets. They are distinguished by 
productivity.

Over the last years, our company has designed and produced several generations of air blast cabinets. As a result 
of evolutionary development we offer our customers reliable, ergonomic and safe solutions based on injector and 
pressure types of hand-operated air blast cabinets. This became possible after the implementation of 
technologies of laser-cutting, automatic bending, high-quality welding in protective gases, powder painting, 
module design of equipment configurations and applying only the best  time-tested components. 



 

Title
Size of working area
(WxDxH), mm

Overall dimensions (WxDxH), mm *

Air consumption

Power supply

Nozzle diameter

Fan noise level

Filter cleaning

Res idual dust content

АК-302

1000 / 720 / 800

*  - without enumeration of technology

АК-304

1500 / 1100 / 950

АК-303

1250 / 900 / 800

1,1-2,3 m3/min at 6 bar

400 V, 50 Hz, 1,5 kW

6, 8, 10, 12 mm

74 dB

pneumatic

<2 mg/m3

АК-305

1700 / 1100 / 950
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АК-303-М1

АК-305-М1R

HAND-OPERATED INJECTOR TYPE 
AIR BLAST CABINETS

1100x1800x2015  1350x1980x2015  1600x2100x2015   1800x2100x2015

Using of hand-operated injector air blast 
cabinets is an economical solution for air blast 
treatment of relatively small parts and 
products. Low cost is achieved due to simple 
device of abrasive feed and acceleration. 
Working area dimensions are determined by 
the workpiece size. The level of mechanization 
depends on the mass and the shape of the 
workpiece. Our facilities offer a wide range of 
working area dimensions, and also implication 
of pull-out truck, rotary tables, various types of 
part-loading and appliance of doors with 
pneumatic drive for large-format products. 

Dusty air from the working area is removed by an industrial 
filter equipped with a fan and filter cartridge cleaning 
system. 

For operation with special types of abrasives which require 
control by size and shape we apply recuperation systems in 
our equipment. All models of hand-operated injector air 
blast cabinets produced by our company can be equipped 
with these devices. 



АКN-303

АКN-303-VN40MR

Title АКN-303

1250 / 900 / 800

АКN-305

1700 / 1100 / 950

АКN-304

1500 / 1100 / 950

4-6 m3/min at 6 bar

400 V, 50 Hz, 7,5 kW

Size of working area
(WxDxH), mm

Overall dimensions (WxDxH), mm *

Air consumption

Power supply
6,5, 8, 9,5 mm (Venturi)

74 dB
pneumatic

<2 mg/m3

Nozzle diameter

Fan noise level

Filter cleaning
Res idual dust content

АКN-303-VN40
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HAND-OPERATED PRESSURE TYPE AIR BLAST CABINETS

2550x1980x2400     1850x2100x2400        2000x2100x2400

When the productivity of injector air blast systems is not 
enough, pressure type systems come to the rescue. Any 
injector air blast cabinet produced by our company in the 
present time can be upgraded to a pressure type one by 
adding the necessary modules. A pressure type air blast 
cabinet can also be manufactured. 

The working area design, mechanization degree of 
pressure air blast equipment is similar to approaches 
applied during manufacturing and design an injector air 
blast cabinet. 

We offer two types of pressure air blast cabinet. The first 
type is more economical and implies gravitational loading 
into the pressure vessel from the working area. For 
catching large particles the abrasive passes through a 
removable screen. Increased dustiness of the abrasive due 
to the lack of active recuperation and limited pressure 
vessel size for solutions without foundation may be 
assigned as disadvantages of this type of equipment.

The second type of equipment is more expensive and 
exhibits higher energy consumption. All abrasive is taken 
after a contact with the treated surface, undergoes an 
active recuperation during which the dust catching and 
selection of the current fraction for further usage take place. 
This approach is convenient for working with abrasives that 
require particle size and shape regulation during 
processing.

*  - without enumeration of technology



9

AUTOMATED AIR BLAST EQUIPMENT 

Problems of treatment uniformity, result repeatability and performance improving often arise in case of air blast 
treatment of products made of metal, glass, stone and other materials. Meeting these challenges requires the 
automation of working process. For these purposes injector and pressure blast systems may be applied. There is 
a great variety of solutions in terms of moving parts and the nozzle in an automatic mode. Several standard 
configurations should be pointed out from all the varieties: 

- Through-type air blast equipment, 

- Cyclic type air blast equipment

For the implementation of certain configuration it is necessary to determine the machining productivity, size and 
weight of workpieces. 

Material and the requirements for surface upon processing completion define the size and type of abrasive used 
for the air blast treatment. 
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AUTOMATED INJECTOR TYPE 
AIR BLAST EQUIPMENT 

Automated chamber with pull-out 1000 mm in 
diameter turn table equipped with three-axis 
CNC-controlled nozzle manipulator based on 
SIEMENS controller with monito rin g 
parameters of abrasive consumpt ion, 
pressure and compressed air consumption.

The system with cylindrical nozzles is often used for 
implementing configurations based on through-type 
machines with turntables and several cyclic type 
machines (for example, using rotary baskets).

In injector systems suction blast gun equipped with 
anabrasive acceleration nozzle is a vacuum pump, which 
delivers abrasive into the nozzle for final acceleration due 
to the phenomenon of air stream injection. 

The usage of injectors is significantly chipper than 
pressure systems and enables producing different 
abrasive treatment sections. However operating costs 
significantly increase in case of using more than ten air 
blast injectors primarily due to compressed air. In cases 
when the use of nonorganic abrasives is not must-have, 
shot blast systems that don't use compressed air to 
accelerate the abrasive are more preferable at a high 
processing performance. 

One common application of such multi-nozzle system is 
workpieces treatment in a rotary basket. Abrasive is 
supplied into the basket by the injector nozzle system. 



АК-306-М1R2
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PRESSURE TYPE OF AUTOMATED AIR 
BLAST EQUIPMENT 

In the first case, the abrasive is transported to hopper 
collector located under the working area by vacuum or 
mechanically. Moreover, treatment intensity increases in 
comparison with the second scheme due to loss free 
conditions for abrasive transporting operation of suction 
blast gun. This scheme also enables more accurately 
abrasive dosing and monitoring its quantity in the system. 

The treatment of heat exchanger walls in through-type 
system with injector nozzles in Novosibirsk can be an 
example of this device. Application of the arrangement with 
the abrasive supply from the upper storage tank reduced 
energy consumption per square meter of the treated 
surface by 20%. 

Our references of injector air blast automatic equipment are 
working in Moscow, Tula, Togliatti, Kemerovo and other 
cities. 

Injector system application enables producing relatively inexpensive configurations of abrasive flows for detail 
treatment. In addition, two conceptually different schemes of abrasive treatment exist: 
- abrasive injection from the storage tank located above the working area;
- direct abrasive injection from the hopper located under the working area.

Chamber for 
shotpeening of the 
landing gear parts

Application of pressure type systems for feeding and 
accelerating an abrasive is possible in cyclic type systems. 
Undoubted advantages of this approach are high 
processing productivity and flexibility in tuning to different 
types of machined parts in the same installation. 

In pressure systems, the abrasive is fed from a blast pot 
under pressure through a hose into the nozzle for final 
acceleration. Thus, the pressure systems give greater 
productivity than the injector systems. 

For uninterrupted supply of the abrasive, low-level sensors, 
as well as double blast pot units are used. In this case, two 
previously linked up vertically arranged pressure vessels 
are utilized. 

АКN-303-М1А2
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Tasks of shot peening by means of air blast can be:

- hardening of air craft plane landing gear
- hardening of mechanical transmission elements 
- hardening of aircraft engines compressor blades

Chamber for internal air blast treatment of pipe 
with diameter up to 530 mm

Issues of automatic system management

Pneumatic and electrome-
chanical drives are utilized to 
organize air blast nozzles and 
par ts movement  in the 
working area. Robotic drives 
are used to handle details with 
difficult shapes, shot peening 
or peen forming issues.

Lo ng-term  ope rat ion o f 
automated air blast pressure 
cabinets at the Locomotive 
Repair Plant in Ussuriisk is an 
example of successful ap-
plication of this type of 
equipment. 

Accurately abrasive dosage, regulation the parameters of particle speed, size and shape become possible with 
automated cyclic type equipment and the usage of pressure systems. This is necessary for solving the problems of 
shot peening and peen forming the parts. 

Issues of peen forming also found an application in the field 
of aircraft and space. Peen forming of fuselage details with 
air blast equipment is an example. This technology is 
cheaper than classical methods of plastic deformation 
since various formed surfaces can be produced using one 
set of equipment without making a new stamp each time, 
but only choosing the necessary processing program. 

To optimize the management of automated air blast cabinets based on injector type «AK» and pressure type «AKN», 
it is convenient to use industrial controllers with touch panels.
This approach simplifies process control making it more vivid due to visualization of process current step on the 
graphic display. It should also be noted that using the menu on the touch panel significantly reduces the number of 
control elements on the operator panel, permitting to work only with the controls which are necessary at the moment. 
The usage of controllers also provide means for the process of automated air blast treatment to be more safe for 
maintenance staff by analyzing the system state by signals coming from sensors and internal events-blocking 
system. 
Systems for abrasive aeroseparation and dosing, dust removing and working area air cleaning, as well as automated 
parts loading and unloading have been realized in the automated air blast cabinets on the «АК» and «АКN» basis.
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BLASTROOMS FOR AIR BLAST TREATMENT 

Application of blastrooms is common for air blast treatment of large parts. Typically, pressure blast systems are 
used in blastrooms. Firstly, this is coming from the size of the cabinet, which is several meters or tens of meters. 
In pressure systems the transportation of abrasives through the hoses of 10, 20 or 40 meters is possible. 
Secondly, necessity for high process productivity ensuring determine an application of pressure blast  systems in 
blastrooms, several stations of air blast treatment are often used for it. The blastroom structure in terms of 
elements' type is similar to the structure of «AKN» cabinet type, for this reason blastrooms produced by our 
enterprise are marked with «AKN-O».
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Blastroom «AKN-O-155545» 
for truck bodies treatment

 Com pressed ai r
 Clean a ir
 Dus ty ai r
 

Abrasive
Compressed a ir
wi th  abrasive

Blastroom
Dust container
Cartridge dust collector
Outlet ventilation
Input ventilation
Lighting
Abrasive separator
Abrasive storage
Pressure vessel (blast pot)
Abrasive conveyor

The Blast room contains:

 - Foundation
 - Framework
 - Cartridge filter modules for dust 
   collection
 - Pressure vessels for air blast 
   treatment
 - Abrasive recovery and 
   transportation system
 - Control system with safety system 
 - Operator safety equipment

Measurements of the blastroom are determined by 
size of workpieces. The walls can be either metal or 
other mate ria ls. The chamber  enclosures 
manufactured by our company are made of sandwich 
panels. This enables solving one of the important 
problems - noise reduction in air blast treatment. 
Simplicity and speed of the constructed structure are 
also ensured. Blastroom walls are covered from the 
inside with rubber protection. For lighting, the "light in 
the window" principle is used. In this case, no 
electrical wiring remains inside the chamber. 
Necessary connections for supply-extract system 
and inputs for abrasive hoses and breathing hoses 
are performed in enclosure. 
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The customer can also manufacture the chamber 
enclosure using our conceptual design. 

For abrasive collecting in the «AKN-O» cabinets either 
vacuum collection and air separation of the abrasive, or 
elevator-mechanical, equipped with an air-gravitational 
recuperation system are used depending on the type of 
abrasive and due to the tasks to be solved.

We apply scraper conveyors for abrasive collection 
automation from the entire floor area of the blast-room. 
Using of scraper conveyors enables collecting and 
delivering the abrasive from a large area without the 
organization of embedding into the foundation. 

Vacuum collection in small blastrooms 
enables reasonable simple replacement of an 
abrasive type that essentially simplifies the 
process time during the transition, for 
example, from the chopped steel shot to the 
glass balls. 

A phased input  of equipment is possible 
during implementing projects of large 
blastrooms creating. For example, at the first 
stage the chamber enclosure together with 
foundation are built, filtering modules and a 
system of possible collection and supply of 
abrasive are equipped. The collection of the 
abrasive consists in removing the already 
used particles to the hoppers, from which the 
system picks them up, recovers, and then 
feeds to pressure blast pots. Installation of the 
scraper floor could be the next step, it further 
reduces the process time of rebooting the 
system with abrasive by 20-30%. Other 
schemes are also possible at the request of 
the client.

The equipment management and operator safety system 
are important points. The equipment is controlled using a 
microcontroller in order to realize the correct sequence of 
switching on and off all executive devices of the blastroom 
and to prevent an emergency. The controller monitors the 
operation of pneumatic and electrical components, 
prevents unauthorized access to the work area during 
processing and outputs errors to the central management 
console. Also, the controller monitors working hours and 
the periods of equipment maintenance. 
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CYCLICAL TYPE OF SHOT-BLAST 
MACHINES 

Shot blasting equipment is widely applied in small-scale and serial production of metal parts and constructions. 
There are examples of the application of shot blasting with such materials as stone or concrete. 

Cyclic type shot blasting is used for the processing of rather short parts. Such machines can be divided into three 
main types: 

- with a rotary table 

- with a tumble belt (rubber or steel)

- with an overhead rail conveyor (spinner hanger or continuous overhead conveyor)



DK-S 7,5
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DK-P 15х20

DK-B 8х10

Scheme with a rotary table enables working for parts with a 
mass of 1 kg to several tens of tons. The part is placed on 
the automatic rotary table, the turbine or several turbines 
creates an abrasive section through which the part passes 
when rotating. The lower side must be machined after the 
part has been turned over. The operator specifies the 
working time and carries out the loading and unloading of 
parts. Such equipment is utilized by our company. 

The scheme with a tumble belt is essential for the blasting 
of grey cast iron, nodular cast iron, steel castings, and also 
aluminium castings, precise castings, forgings, and for 
deburring of metal and non-metal products. The parts 
loaded onto the belt, mixing, pass through the abrasive 
section created by the turbines placed above. But, unlike 
the scheme with a turntable, the details are processed from 
all sides. 

Hydraulic loader is used to accelerate the loading process 
and belt or vibrating conveyors - unloading. 

The size of a belt is determined by the overall dimensions 
and the number of workpieces. The drum itself can be made 
of rubber or wear-resistant metal lamellas. 

When machining parts that have a large spread over the 
overall dimensions or require no contact with other parts, 
an overhead rail conveyors cheme is used. 

The details are suspended in the working area one at a time 
or in the form of a bunch on a rotating hook holder. Turbines 
are located on a vertical and turned in order to cover all 
sides of the workpiece. The hook is rotating during the 
working. 

There are two schemes for loading. The scheme with 
spinner hanger conveyor: while first hook is processed, the 
second one is hung or dismantled. The second scheme is a 
scheme with a continuous overhead conveyor. 



18

THROUGH-TYPE SHOT-BLAST 
MACHINES  

Through-type shot blast machines are used for the processing of long-length parts. They are divided into 
chambers with a roller conveyor and chambers with an overhead rail conveyor.

Through-type shot-blast machines with can be divided into the following types: 

- with roller conveyor 

- with disc roller conveyor 

- with wire mesh conveyor 

- with overhead rail conveyor
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Chambers with a roller conveyor are designed for 
continuous blasting of plates and profiles, and also welded 
constructions.
Through-type shot blast machines with a roller conveyor 
are used in preservation lines for steel plates and profiles. 
In this case, the shot blasting machine, painting chamber 
and the drying chamber are arranged in a single line. The 
lines in Yekaterinburg and Chelyabinsk cities can be sited 
as an example.
Shot blast machines with wire mesh conveyor are used for 
continuous blasting medium to large die casting, pressure 
castings, forgings, heat-treated parts, automotive 
components, ferrous and non-ferrous castings, welded 
constructions.
Installations with an overhead rail conveyor redesigned for 
blasting welded constructions, beams, and profiles of 
different shapes and dimensions. They are especially 
suitable for shot blasting work pieces of larger lengths. 
They can operate individually with their own rail or be 
integrated into an existing transport system. This 
equipment can be built-in line or have an independent 
reversible conveyor. For example, a chamber with a 
reversible conveyor was used for door frames and 
canvases processing and in the metal doors production in 
Vladimir city. 
Processing units for metal from coils in the form of wire or 
strip also relate to through feed shot blasting chambers. 
Instead of the conveyor, these types of cameras are 
equipped with coiling and recoiling mechanism. 
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ABRASIVES AND 
SPARE PARTS 

We use nozzles with boron carbide insert for abrasive 
acceleration. This is the best material in terms of quality-to-
price ratio. Boron carbide is inserted into the aluminum 
framework. There are different diameters and shapes of 
nozzles. 

We propose to protect the hands of the worker with the help 
of special rubber gloves. These wear-resistant gloves are 
manufactured according to our order in Russia. They 
perfectly cope with various kinds of abrasives. The design 
of gloves has special reinforce to extend their useful life. 

We offer wearing parts for air blast and shot blasting 
systems, such as: 
- turbine blades; 
- distributors; 
- accelerators; 
-turbine case protection; 
- protection for shot blasting machine case. 
All parts are made of wear-resistant materials. 

In addition to the listed spare parts, our company supplies: 
- filter cartridges; 
- elevators; 
- rubber belts for elevators and conveyors; 
- pressure blast pots and spare parts for them; 
- abrasive resistant hoses; 
- operator safety equipment. 

Also our company performs the installation of wear-
resistant protection for internal surfaces of air blast 
chambers, collectors, recuperators and other elements 
which come in contact with an abrasive. 

To solve various problems of air blast and shot blast 
treatment, we offer different types of abrasives from our 
warehouse: 
- round steel shot; 
- angular steel grit; 
- stainless steel shot; 
- corundum; 
- glass beads; 
- garnet; 
- other special types of abrasive. 



Printed                     , Order No.          , Number of copies 500. 
All information in the catalog is proprietary of «Thermal-Spray-Tec» GMBH



 «Thermal-Spray-Tec» GMBH

address:
77-66A, Anadyrskiy proezd,
Moscow 129336, Russia

postal address:
PO Box 1, Moscow 129336, Russia

tel.:     +7 (495) 475-89-78
fax:     +7 (495) 474-69-05

e-mail:  info@t-s-t.ru
http://www.t-s-t.ru


