Aliernators are cleaned with glass beads prior 1o testing and assembly.

Air Blasting:

A Versatile and
Controllable Process

by FHerb Tobben. Clemco Industries

Blasting using compressed air as the energy source s
one of the best ways to alter a surface because it is versatile,
speedy, and economical. Enclosed air-blast systems are used
in a wide range of industries, and Clemco has provided
engineered air-blast equipment to customers such as Ford,
Caterpillar, Chrysler, G.E, Westinghouse, FMC, Pratt &
Whitney, and Rolls Royce for a variety of applications.

The most prevalent applications are shot peening, cleaning,
deburnng, surface finishing and paint stripping.

Air blasting lets you focus the blast stream on the sub-
strate through the use of one or more nozzles. Blasting can
be concentrated on a small area, or dispersed to cover larger
areas with multipte nozzles. Nozzles can be manipulated to
provide coverage from an infinite number of simple or com-
pound angles. And more nozzles can be added for tough
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areas and pressure can be reduced for sensitive ar a5}
feature of air blasting allows greater blasting «onrel Wwh
compared with centrifugal (wheel) blasting. Lach riozge
be monitored and controlled individually. Corirol ang
toring is extremely important in shot peening ipplis
when specifications like AMS-2432 apply.

For shot peening, you can use steel shor glass
or ceramic media, and choose from two types of air eg
ment systems: Suction and Pressure. The appiopriae chg;
between suction and pressure depends upor: the applic
tion, and the size and type of media to be usel In 4 g
blast system, only air passes through the air 1 so the
ume of air remains constant yet air and medic « ome ¢
nozzle. The air jet and nozzle combination creqsies
um that draws the media into the gun. Air je!
design is important for the most efficient use o « ompres
air. Using the properly designed ZERO BNP ¢jur with the
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completed delivers a very efficient method of i
Suction blasting is generally recommenclo:

1,
whien

because in the suction process the media are o ifled
um from the hopper where they mix with the = «snpre
air in the blast gun. As the airmedia mix discisoes fio
gun, the media pick up velocity as they travel 1 ine wor
surface. Pressure blasting is the best choice v wger st
shot particles; because with the pressure pro irand
media mix at the metering valve and travel toosier throy
the blast hose picking up velocity along the
ing peak velocity when the aiqmedia mix exits 1 |
nozzle. The larger particle sizes have greater paicnii
In a pressure blast system, the size of the o
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nezzle controls the volume of compressed air 50

sstant bl
our

wears, the volume of air needed to maintain «
pressure increases. Pressure systems will do thia
times more work than suction systems; howeve: e
blast systems atso require three to four times e+ fume ot
compressed air, media breaks down faster, anci BBl
Costs increase. Pressure systems can be used (o izes of
steel shot and may be required when large sho @ wsed dn
the customer has the need to blast into deep 1ixvwes Of
blind holes. In addition, for tough jobs like pair: wipping,
pressure blast systems usually perform better.

To avoid flow problems, it is critical that it
air is dry and oifree. The most efficient equipim
do its job without clean, dry air.

Each and every application requires indvi
fion to determine the type of blasting that is
For air-blast applications, many variables affect 7w out-
come—from the size and type of media, the size inc yPeL:
nozzle—straight, venturi or side angle—to the: i+ of blast
system, suction or pressure.

5o, the single formula for success to apphy
is to recognize that no two jobs can be assur:
all about manipulating the variables to use
the force of compressed air most efficiently.
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Herb Tobben, Manager of the Sample
Processing Lab for ZERO Automation,
creates solutions to customer problems.
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