
 

 

 

SHOT PEENING PROCESS TECHNOLOGY _  BLASTING BEADS      

 
plasting 
purpose 

ABRASIVE BLAST CLEANING 

de-sanding, de-rusting, de-scaling, removal of deposits, removal of paints and coatings (varnish, paint, chromium, nickel, cadmium, copper, zinc, tin, rubber, plastic) instead of brushing, grinding, pickling, scraping, 
washing, removal of weld & solder deposits, removal of temper colors, surface preparation for metallic and non-metallic coatings 

application 
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SHOT PEENING PROCESS TECHNOLOGY _  BLASTING BEADS    

 
plasting 
purpose 

SURFACE FINISH SHOT PEENING SURFACE STRAIN HARDENING ABRASIVES 
(shot-peening) 

blasting for deburring, smoothing, lapping and polishing (general finishing, antireflex finishing, decorating, designing, 
ornamenting, structuring, matting, satin finishing), exposure of surface defects 

increasing material endurance and stability, size retention, sealing and 
quiet running, improvement of lubricant film adhesion, reduction of notch 
sensitivity, prevention of stress crack corrosion, straightening and 
shaping 

application 
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