
Solution
ERIKS was called in to reassess the entire drive system on the final settlement tanks. Working 
closely with the customer and site engineers, ERIKS helped co-design a robust, low-
maintenance solution that addressed both performance and safety challenges. 

The Fenner Cyclo foot-mounted gearmotor was chosen for its high torque, compact 
footprint, and maintenance-free operation. The chain drive was retained for its torque 
transmission efficiency but repositioned inboard to avoid interference with railings and 
improve service access.

For bearing performance, ERIKS specified Timken® spherical roller bearing solid-block 
housed units - engineered for high-load, high-contamination environments. Unlike 
conventional bearing housings, these solid-block units feature cast-steel housings and 
high-performance Timken bearings, offering unmatched strength and durability. With the 
ability to tolerate shaft misalignment up to ±0.75 degrees without reducing bearing life, 
they were ideally suited to the site’s structural challenges.

Further upgrades included:

•	 Fully guarded drive systems to meet current health and safety standards

•	 Automatic lubrication systems to maintain chain and bearing health with minimal 
intervention

•	 A custom ‘snow plough’ attachment with a wiper blade to prevent snow build-
up and bridge stalling during severe weather

The new system not only solved the mechanical issues, but also dramatically simplified 
maintenance. ERIKS then rolled out the same upgrades across the site’s primary and 
secondary tanks, incorporating the same Cyclo drives, bearings, wheels, and shafts - 
creating a universal setup with interchangeable spares.

On the primary tanks, further design refinements allowed for a built-in jacking system, 
enabling service without the need for expensive lifting equipment.
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Problem
When a water customer called regarding a critical pump issue at one of their sites, the 
ERIKS team sprang into action to help determine the root cause of a sudden pump failure

Following a site visit, our engineers carried out a thorough visual inspection and quickly 
identified the problem: the pump had seized due to severe overheating. With a 2.7-tonne 
motor sitting above the pump, we worked closely with the customer to arrange a crane lift 
to safely remove the motor and gain full access.

Once we had the pump on the ground, our team transported it to our Norwich Workshop 
for a detailed inspection. The initial strip-down revealed a serious issue – the thrust pad 
material had completely eroded down to the bare plate. Even more concerning, the 
bearing housing was completely dry.

After further analysis, we traced the failure back to a leaking cooling coil inside the housing. 
This leak had flushed out all the oil, leaving the thrust collar and journal bearing running 
without lubrication. With only water in place of oil, the white metal bearing was quickly 
worn down – resulting in overheating and total seizure. 
 
Solution 
 
Our workshop team went to work straight away.

First, all three internal shafts were checked for straightness and then precision-machined 
to accommodate new bronze sleeves. The journal bearing, which had suffered extensive 
damage, was stripped of its remaining white metal.

We then re-applied a high-quality BS3332 alloy C white metal and proof-machined it, 
deliberately leaving a 3mm surplus for final finishing. 
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To ensure long-term reliability, we carried out ultrasonic testing to ISO 4386-1 Class C 
standards. We also manufactured a new gland packing seal housing and replaced both the 
ball lever valve and gate valve as part of the overhaul.

As the existing cutlass bearings were beyond repair, we fabricated two brand-new units to 
exact specifications. 
 
To tackle the root cause of the failure, a new water coolant coil was manufactured to 
replace the leaking original. All associated pipework was shot blasted and re-coated to 
ensure optimum durability.

Once all components were ready, the pump was carefully reassembled, delivered back to 
site, and refitted along with the motor. We finished with a full functional check at maximum 
working pressure to confirm that everything was running perfectly.

Thanks to our responsive site support, in-house engineering expertise, and close 
collaboration with the customer, the pump is now fully operational and the site is back in 
business.


