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INTRODUCTION

Assembly Before Operation: Adding a “screed extension” or non-engine-end “end-
frame”.

1. Read the owner’s manual before starting or using your Screed unit.

2. Perform all assembly work on a level surface.

Referring to sketches on the following page, remove coupler half and key on

machines equipped with hydraulic winches.

Remove bolts (A) and saddles (B). Loosen set screws “C” on shaft coupler.

Loosen turnbuckle nut. Turn turnbuckle until only 1-2 threads are engaged.

Move joining sections together. Line up turnbuckle (D) w/ opposing backbone.

Thread turnbuckle into adjoining section. As the turnbuckle draws the sections

together, align shaft coupler and lap plates for assembly. A drift pin may be

helpful for final line-up of bolt holes.

8. When sections are drawn together, install the saddles (B) with bolts (A) and
tighten coupler set screws (C) on flat portion of adjoining shaft (E).

9. Follow the above procedure when adding or removing other screed extensions.

w

N o gk

Important: Be sure coupler headless set screws "C" engage on flat portion of
the adjoining shaft (E). This provides proper alignment of eccentric weights,
thus assuring even vibration over the entire length of the machine.

Small gaps between screed bottoms are permissible and will not affect surface finish.

Check for Flatness:

1. Elevate screed on forms or blocks to check or adjust flatness or crown.

2. Loosen turnbuckle lock nuts and shaft coupler set screws.

3. Turn turnbuckles counter-clockwise to pull in crown, or clockwise to flatten.

4. Pull a string tight under the screed bottom of the rear finishing tube (finish grade is
obtained from the rear finishing tube).

Measure for flatness or crown at each joint.

When desired crown or flatness is obtained, lock turnbuckle lock nuts, and tighten
shaft coupler set screws. (Note: tighten all eight (8) lock nuts at each finishing
tube joint.)

o o

Optional: Wrap a good grade of tape over the shaft coupler’s headless set screws. This will
keep concrete out of the headless set screw holes.

THE SCREED IS NOW READY FOR OPERATION

Speed Screed 580 (Heavy Duty) Operator's Manual. Rev. C 11-7-2006
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INTRODUCTION

Figure 1: Assembly of
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INTRODUCTION

Pump & Winch Installation: for addition of hydraulic winches.

Parts:

* Oil Reservoir with motor, speed control, and loose pump

* Fasteners for mounting pump and oil reservoir.

» Lovejoy coupler (hydraulic units built after 1-1-2007 require shorter lovejoy

coupler)

Directions:
* Loosen end bearing.

» Use clamps to secure the oil reservoir (tank) to the end frame.
» Mark the mounting holes and drill through the tubes.

» Secure the tank with the nuts and cap screws provided.

* Loosely fasten the pump into the pump mount.

* Install “love-joy” coupler on the end of the shaft and pump.

* Once the coupler is aligned, tighten the pump and set screws.
» Tighten end bearing

» rotate shaft to check for alignment

Snatch Block Ring:

* machines assembled after date 1-1-87 should be equipped with a snatch block
ring welded near the end of the pump mount.

» if end frame doesn’t already have a “tab ring”, one will have to be welded onto
each end frame.

» Location: against the pump mount, and centered over end frame bearing mount,
on the front (forward) side of screed. The ring should be standing up, with the
ring holes facing the opposite end of the screed.

* Welds: weld to pump mount and bottom of bearing mount
Oil:

 fill the hydraulic tanks to within 1-1/2" of top, using DTE-26 hydraulic oil.

Speed Screed 580 (Heavy Duty) Owner’s Manual. Rev. C. 11-7-2006
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INTRODUCTION

Attaching the Screed Extenders:
Screed Extenders attach to outside of End Frame Assembly using reinforcement angles, cap
screws, and lock nuts.

Figure 1: View from operator's position.
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R tightening screw
screed extender >\ /
weldment O O
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O [®)
cap screw U
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Figure 2: View from in-front of machine
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INTRODUCTION

Attaching Offset Plates & Guide Plates

FINISHING
TUBE

Figure 1: Offset Plate
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OPERATING and SERVICING

Operating the Screed:

WARNING! Keep Clear of Rotating Shaft!

NOTE: Always run engine at either idle speed or full throttle.
Clutch failure will occur within moments if engine is run at partial throttle.

IMPORTANT: When changing crown or flathess of screed: Loosen the set screws on the
drive shaft couplers before adjusting the turnbuckles to prevent clutch or bearing damage.

Slump & Roll: Concrete slump should be high enough for good workability, but stiff enough
to hold crown. Normally this would require a slump of approximately 3" or less. As the
screed moves forward, a minimum 1” roll of concrete should be maintained ahead of the front
screed tube. A %" roll of concrete should be kept in front of the rear finishing tube. Travel
speed should be adjusted (see instruction below) according to concrete supply and finish.

Vibration: Vibration frequency and amplitude is preset at the factory. Winch speed should
be used to control the duration of vibration seen by the concrete.

Hand Winch Operation:

1. Before the pour begins, extend the cables out by disengaging the winch ratchet lever.
However, always keep three (3) wraps of cable around the spool drum.

2. Hook the cable to any stationary member strong enough to support the load. Make sure
the cable is in-line with the winch.

3. Roll excess cable back on the winch by turning the winch handle, eliminating any “slack”.

4. Review the engine operating and maintenance instructions.

5. Start engine, run at maximum throttle position. Operating the engine below maximum
throttle position can result in malfunctioning clutch.

6. Crank speed forward with winches

Hydraulic winch operation:

1. Before the pour begins, extend the cables out by removing the detent pin from spool.

However, always keep three (3) wraps of cable around the spool drum.

Hook the cable to any stationary member strong enough to support the load. Make sure

the cable is in-line with the winch.

Roll the excess cable back on the spool, eliminating any “slack”.

Align the hole in spool with the hole in winch shaft, and insert detent pin.

Review the engine operating and maintenance instructions.

Make sure speed control knob on hydraulic flow control valve (p/n 580-78-P) is turned all

the way open (counter clockwise).

Start engine, run at maximum throttle position. Operating the engine below maximum

throttle position can result in malfunctioning clutch.

8. With clutch engaged, travel speed may be varied by rotating each controller knob
clockwise, to increase rate of travel, or counter-clockwise, to decrease the rate of travel.

A

o0k w

N

Engine: Most engines will not operate properly when operated at angles of more than 20 degrees to
the horizon. Always run the engine at 100% throttle position when not idling.

Clutch: The clutch is designed to provide load free idle of the engine and slippage under excessive
overloading of the driven application. Clutch will overheat if not fully engaged. Failure will occur of
clutch drum is overheated by not enough torque from engine. Clutch is bolted to crank shaft with
5/16"-24 UNF threads (14-19 ft.Ibs).

Speed Screed 280 (Cruiser) Operator’'s Manual. Rev. C
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OPERATING and SERVICING

Maintenance:

Before each use: Spray form-release agent over entire machine.

After each use: Clean off entire machine using brush and
water. Cleaning agents may be used, such as
“CleanOff” liquid concrete remover.

After every 20 hours of operation:  Grease main shaft bearings.

On a Yearly Basis: Drain hydraulic oil reservoirs; remove and
clean (or replace) suction strainer located in
bottom of reservoir.

Remove main bearing from clutch assembly.
Soak in crankcase oil for 24 hours.

(Further maintenance information is available on specification sheets covering engine,
winches, pumps, and motors.)

Speed Screed 580 (Heavy Duty) Owner’s Manual. Rev. C. 11-7-2006.
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OPERATING and SERVICING

Troubleshooting Hydraulics:

There are 5 main components to the hydraulic winching system:

1. Oil Reservoir

Integrated Hydraulic Control (IHC): speed control, filter, & relief valve
Pump

Motor with spool

a b 0N

Lovejoy coupler

Oil Reservoir: Having enough oil in the reservoir keeps the system from overheating. The

fill cap on top also acts as a breather valve.

IHC: The IHC contains the flow control valve, the relief valve, and the oil filter. The flow
control valve determines the winching speed. The relief valve is provided for your safety.

The oil filter is provided to increase longevity of all the hydraulic components.

Pump: A different pump is used on each end of the screed, as one turns clockwise, and the

other turns counter-clockwise.

Motor/Spool: The motor with quick-release spool attached to it contains a knob, spring,
shaft, and set screws. See the hydraulic components diagram for replacement parts and

assembly.

Lovejoy Coupler: The lovejoy coupler has 3 comonents: 1) the shaft couper, the pump
coupler, and the spider. The spider works as a damper, and will eventually wear out and
require replacement. The couplers secure with set screws. Ensure the set screws are
installed with thread locking compound. If the spider fails, the couplers will likely need

replacement as well.

Speed Screed 580 (Heavy Duty) Owner’s Manual. Rev. C. 11-7-2006
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OPERATING and SERVICING

Notes:

Speed Screed 580 (Heavy Duty) Owner’s Manual. Rev. C 11-7-2006
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OPERATING and SERVICING

Belt Maintenance and Replacement:

1. Replacement Procedure for hand winch assembly:

Caution: If belt(s) break while in operation, take extra care around motor.
It will be HOT
1. Loosen engine mount bolts, and slide motor toward backbone to relieve
belt tensions.
2.  Remove bolts from bearing blocks. (see drawing — item “A”)
3. While lifting shaft assembly, pull belt(s) out.
4. Reverse procedure for assembling screed. See detail for proper belt

tension.

2. Replacement Procedure for hydraulic winch assembly:

Caution: If belt(s) break while in operation, take extra care around motor.
It will be HOT

1. Loosen engine mount bolts, and slide motor toward backbone to relieve
belt tensions.

2. Remove bolts from bearing blocks. (see drawing — item “A”)

3.  Remove the hydraulic pump, but do not disconnect the hydraulic hoses.
Remove pump bolts, then slide pump back.

4.  While lifting shaft assembly, pull belt(s) out.

5. Reverse procedure for assembling screed. See detail for proper belt

tension.

Note: Alignment of coupler to spider is extremely important. It must be
within  1/16”.

Speed Screed 580 (Heavy Duty) Owner’s Manual. Rev. C. 11-7-2006
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OPERATING and SERVICING

Figure 2: Belt Tension

(0)

belt tension:
3/4" to 1" max.

Figure 2: Belt Replacement
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Metal Forms Corporation. 3334 North Booth Street, Milwaukee, Wl 53212.  Ph. (414)-964-4550 Fx. (414)-964-4503

OPERATING and SERVICING

Motor Mount Components: Figure 1: engine mount assy.
Table 1: Bill of Materials o o, —
[TTEM | PART NO | DESCRIPTION Qry ) o
1 580-98 ENGINE MOUNT 1 o o= =
2 580-64 CLUTCH ASSEMBLY 1
3 | 580-66 | SHEAVE 1 .
4 | 580-106 | VBELT B-59 2 10 /(T :
5 046-850 3/16" x 2" KEY 1 | ]
6 580-174 BELT GUARD 1 | ]
7 044-105 U-BOLT 2
8 044-138 U-BOLT 3
9 | 046-852 | 1/4" x 2-3/8" KEY 1 F\ﬁgw
10 | 040-438 3/8" LOCKNUT 6
11 040-425 1/4" LOCKNUT 6 8
NOTE: FOR PROPER BELT TENSION, SEE REPLACEMENT
PROCEDURE. 1
NOTE: SCREEDS EQUIPED WITH ENGINES OF 8 H.P. OR [ ]

MORE WILL HAVE DUAL BELT DRIVE CLUTCH AND
SHEAVE ASSEMBLIES.

Figure 2: belt drive arrangement

FRONT SIDE
VIEW VIEW

7
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Metal Forms Corporation. 3334 North Booth Street, Milwaukee, W1 53212.  Ph. (414)-964-4550 Fx. (414)-964-4503

SPECIFICATIONS - STANDARD ITEMS

Specifications and Recommendations:

Bearing: Pillow block, self-aligning, grease type.

Clutch: Centrifugal, continuous-type.

End Frames: Steel rod, sheet, and tube.

Engine:

INDUSTRIAL FUEL TANK OIL CAPACITY OVERHEAD FUEL TANK OIL CAPACITY

COMMERCIAL | QTS-GALS/LITERS | PTS-QTS/ LITERS VALVE GALS/LITERS | PTS-QTS/LITERS

SERIES SERIES
5 H.P. 3QT./2.8LTR. 1.25 PT./.6 LTR. 5.5 H.P. .95 GAL/3.6 LTR. ||.63 QT./0.6 LTR.
8 H.P. 1.5 GAL./5.7 LTR. | 2.75 PT./1.3 LTR. 8 H.P. 1.6 GAL/6LTR. [ 1.16 QT./1.1LTR.
11 H.P. 1.5 GAL/5.7 LTR _ | 3PT./1.4 LTR. 11 H.P. 1.7 GAL/6.5LTR. [[1.16 QT./ 1.1 LTR.

13 H.P. 1.7 GAL/65LTR. [[1.2QT./1.1LTR.
Finishing Tubes: Special analysis aluminum extrusion.

Frame Weldment:  Steel pipe, rod, sheet, and tube.
Lift Handles: Steel sheet and tube.

Winch cable: Aircraft specification steel cable.

Speed Screed 580 (Heavy Duty) Owner's Manual. Rev. C. 11-7-2006
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Ph. (414)-964-4550 Fx. (414)-964-4503

SPECIFICATIONS - STANDARD ITEMS

End Frames: Hand Winching

ITEM | PART NO | DESCRIPTION | QUANTITY
1 580-80 END FRAME (ENGINE END) 1
580-81 END FRAME (EXTENSION END) 1
2 020-880 | CAP SCREW 1
3 580-67 HAND WINCH 1
4 580-240 | LIFT HANDLE 1
5 044-138 | U-BOLT (3/8"-16 FOR 1-1/2" PIPE) 1
6 580-179 | SAFETY LINK 1
7 580-180 | 1/8" DIA. AIRCRAFT CABLE 75'
8 580-48 SNATCH BLOCK 1
9 580-178 | 1/8" CABLE CLAMP 1
10 | 580-50 CABLE HOOK 1
11 | 020-430 | 3/8" x 3" HEX HEAD CAP SCREW 2
12 | 041-138 | 3/8" FLAT WASHER 2
13 | 040-438 | 3/8" SELF LOCKING NUT 6
14 | 020-427 | 3/8" x 2-3/4" HEX HEAD CAP SCREW 2

Speed Screed 580 (Heavy Duty) Owner's Manual. Rev. C. 11-7-2006
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SPECIFICATIONS - STANDARD ITEMS

End Frames: Hand Winching ~

{—

[eXe)
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Metal Forms Corporation. 3334 North Booth Street, Milwaukee, WI 53212.

Ph. (414)-964-4550 Fx. (414)-964-4503

SPECIFICATIONS - STANDARD ITEMS

EXTENSION SECTION:

ITEM | PART NO | DESCRIPTION QTY. PER END FRAME
1 580-85 FRAME ASSEMBLY, 2 FT. 6 IN. AS REQUIRED
580-92 FRAME ASSEMBLY, 5 FT. AS REQUIRED
580-93 FRAME ASSEMBLY, 10 FT. AS REQUIRED
2 580-304 SHRINK TUBE AS REQUIRED
3 580-27 TURNBUCKLE W/ NUT 1
4 580-88 MAIN SHAFT ASSEMBLY, 2 FT. 6 IN. 1
580-87 MAIN SHAFT ASSEMBLY, 5 FT. 1
580-86 MAIN SHAFT ASSEMBLY, 10 FT. 1
5 580-75 BEARING SPACER AS REQUIRED
6 580-44 BEARING AS REQUIRED
7 020-594 1/2" X 1-1/4" HEX HEAD CAP SCREW AS REQUIRED
8 020-539 1/2" X 3-3/4" HEX HEAD CAP SCREW AS REQUIRED
9 580-32 FINISHING TUBE, 2 FT. 6 IN. 2
580-31 FINISHING TUBE, 5 FT. 2
580-29 FINISHING TUBE, 10 FT. 2
10 | 040-450 1/2" SELF LOCKING NUT AS REQUIRED
11 580-28 LAP PLATE 2
12 | 580-016 SADDLE 2
13 | 028-226 1/4"-28 X 1/4" SET SCREW AS REQUIRED
14 028-239 1/4"-28 X 3/8" SET SCREW AS REQUIRED
15 | 028-450 3/8"-16 X 1/2 SET SCREW 1
16 580-74* ECCENTRIC WEIGHT AS REQUIRED
17 | 044-109* U-BOLT AS REQUIRED
18 | 040-425* 1/4"-20 SELF LOCK NUT AS REQUIRED
19 | 580-14 LEFT HAND NUT 1
20 | 045-438 PIN 2

*Encase weight, u-bolts, and nuts with shrink tube (item 2) BEFORE operating machine.
Each weight requires 1 shrink tube, 2 u-bolts, and 4 1/4" lock nuts.

Speed Screed 580 (Heavy Duty) Owner's Manual. Rev. C. 11-7-2006
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SPECIFICATIONS - STANDARD ITEMS

EXTENSION SECTION:

Section A<—|
/ (figure 1: extension assembly) /3

y ¥\ [ N__/

Vv s 5P Vi DR > o
(XX q X[ 9 co:0\ W 1/ O
R 4 2up N7 TP Az=a+E=5
/ / \ |
N
\ _ -
11 9 \ _
Detail B

(figure 2: zoomed in view of Section A)

19
1-1/4" thread

floating nut housing

(figure 3: zoomed in view of Detail B)

17,18
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Ph. (414)-964-4550 Fx. (414)-964-4503

SPECIFICATIONS - STANDARD ITEMS

POWER SECTION:
ITEM | PART NO | DESCRIPTION COMMENT

1 580-95 FRAME ASSEMBLY-10ft.-6in.
580-82 FRAME ASSEMBLY-5ft.-6in.

2 580-46 FINISHING TUBE 10ft.-6in. 2REQD
580-30 FINISHING TUBE 5ft.-6in. 2 REQD

3 580-23 MAIN SHAFT 10ft.-Gin. 1 REQD
580-24 MAIN SHAFT 5tt.-6in. 1 REQD

4 580-75 BEARING SPACER

5 580-44 BEARING

6 020-594 | HEXHEAD CAP SCREW 1/2"-13x1-1/4" 2 REQ'D / BEARING
041-150 | FLAT WASHER 1/2" 2 REQ'D / BEARING
040-450 | LOCKNUT 1/2" 2 REQ'D / BEARING

7 028-226 | SETSCREW 1/4"-28x1/4" 1 REQ'D / BEARING

8 028-239 | SETSCREW 1/4"-28x3/8 1 REQ'D / BEARING

9 020-539 | HEXHEAD CAP SCREW 1/2"-13x3-3/4"

10 | 040-450 | LOCKNUT 1/2"

11 | 580-74* ECCENTRIC WEIGHT

12 | 044-109 | U-BOLT 2 REQ'D PER ECC. WT.

13 | 040-425 | LOCKNUT 1/4"-20 2 REQ'D PER U-BOLT

14 | 580-13 RIGH HAND NUT 2 REQD

15 | 580-304 | SHRINKTUBE 1 REQ'D PER ECC. WT.

*ENCASE WEIGHT, U-BOLTS & NUTS WITH SHRINK TUBE (ITEM#15)
BEFORE OPERATING MACHINE.

Speed Screed 580 (Heavy Duty) Owner's Manual. Rev. C. 7-11-2006.
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