Clemtex Heavy Duty Spinblast Tool
SB636B
The Clemtex SB‐636‐B Heavy Duty Spinblast Tool is designed
to abrasive blast clean the internal diameter of pipe. This unit
includes a pneumatic driven motor to rotate the blast head,
and an adjustable carriage designed to center the tool in the
pipe to produce a uniform blast cleaned surface.
PRODUCTION RATE
This tool is shipped with two (2) 1 ¼” threaded venture blast
nozzles. This unit with operate with nozzle sizes ¼” to 5/8”
I.D. The production rate varies depending on the degree of
cleanliness required, surface condition, type of abrasive, nozzle
size and blasting pressure. Contact a Clemtex Representative
to determine an estimated production rate for your specific
application.
TRAVEL RATE
The speed (feet per minute) that this tool is pulled through a
pipe depends on the diameter of pipe, degree of cleanliness
required, surface condition, abrasive size, nozzle size and
blasting pressure. A platform or structural support for the
wheels of the Spinblast tool to drive on must be provided at the
exit/entrance of the pipe to support the weight of the tool. Do
not manually lift the tool out of the exit point of the pipe while
blasting.
BLASTHEAD ROTATING RATE
A variable speed pneumatic motor turns the blast head of the
tool. The motor should be adjusted to 40‐60 RPM to produce
an even blasted surface. A 2‐3 drops of 10 weight non‐
detergent lubricating oil should be added to the air inlet port
on the pneumatic motor before and after each daily use.
BLAST HOSE CONNECTION
The blast hose connection on the tool is 2” NPS‐M. A standard
2” threaded blast hose fitting (CFB00555) is required if the
Spinblast tool in not attached to a pipe lance. The blast hose of
pipe lance feeding the tool must be a minimum of 1 ¼” I.D.
Smaller diameter hose or pipe lances could lead to premature
wear on the Spinblast tool.
PNEUMATIC MOTOR CONNECTION
The pneumatic motor has a 1/8” NPT‐F inlet and 1/8” NPT‐F
exhaust. The air line feeding the motor must be a minimum of
½” I.D. to provide an adequate volume of cleaned compressed
air. An air regulator must be attached to this line to control the
rotation speed of the blast head. The exhaust outlet on the
motor must have a minimum 3/8” I.D. exhaust line to direct the
exhaust air and air borne contaminants outside of the pipe and
away from the blast cleaned surface.

“We stock the most complete line of Corrosion Control
Equipment and Supplies in the Southwest.”

OPERATING INSTRUCTIONS
1. Normal operating pressure for this unit is 90‐100 psig of clean
dry compressed air. Use a Clemtex Needle Pressure Gauge
(NPG‐100) to confirm the operating pressure at the Spinblast
Tool.
2. Attach a minimum 1 ¼” I.D. blast hose to the Spinblast Tool.
3. Attach a minimum ½” I.D. air line to the air motor drive on the
tool. This line must include an air regulator to control the
rotation speed of the blast head.
4. Attach a minimum 3/8” exhaust line to the exhaust port on the
air motor drive to direct exhaust air away from the surface
being blasted.
5. Adjust the airline regulator to the air motor drive to rotate the
blast head at 40‐60 RPM.
6. Turn off the airline to the air motor drive.
7. Adjust the carriage so that the Spinblast Tool is centered in the
pipe.
8. Drive the Spinblast Tool through the pipe unit the rotating
blast head protrudes from the pipe.
9. Provide an exit support for the Spinblast Tool to land on as it
exits the pipe.
10. Turn on air to begin rotation of the blast head.
11. Open the blast line control valve to begin the blasting
operation
12. Pull the Spinblast Tool through the pipe at a consistent speed
that will provide the desired blast cleanliness.
13. As the Spinblast Tool exits the pipe, turn off the blast line
control valve to stop the blast operation, then turn off the air to
stop the rotating blast head.

MAINTENANCE
Routine maintenance must be performed to achieve maximum
blasting performance of this Tool.
1. Add 2‐3 drops of 10 weight non‐detergent oil to the air inlet
port of the pneumatic motor on the tool each day before
blasting begins and at the end of the day after blasting ceases.
2. Remove the blast head at the end of each shift (8‐10 hours)
and clean the packing gland and blast tube of all oil, dust and
abrasive. Apply a thin layer of grease to the end of the blast
tube and slide the packing gland to the proper position.
3. Applied grease to the Spinblast Tool through the grease fitting
on the body of the tool. Apply grease until excess grease
appears from the internal seal gland o rings or seal.
4. Install the blast head on the Spinblast Tool and tighten the lock
nut to secure the head. The blast head should be hand tight.
Do not over tighten the blast head.

