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Tank floor painting is an example of a common project undertaken by protective coatings contractors globally.

As there are many steel tanks in our community, mainly in the oil refining and water storage industries, it is a 
relatively easy matter to observe best practices on many similar projects.

While best practice not only produces better quality projects, it can also significantly reduce the cost of 
ownership to a tank farm owner, oil refinery, or water utility. At the same time, the contractor usually ends up 
with greater profitability and better quality of life.

This ‘17 ways to blast tank floors faster’ contains observed best practices in over 37 years of BlastOne 
involvement in the protective coatings and corrosion control industry. We are passionate about extending the 
life of an infrastructure and believe this will help in that cause.

INTRODUCTION
TANK FLOOR BLASTING 
AND COATING
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Rather than having to stop every 45 minutes to 
1 hour to reload a blast pot, a MegaBlaster allows 
you to blast for several hours without having to stop 
and reload with abrasive.

It alone means that you immediately pick up an 
extra 10-20 minutes of blasting every hour. This is a 
17%-30% increase in blasting time for every hour of 
every day.

When using a MegaBlaster you also get fewer 
moisture problems. It is because you are not 
continually refilling the blast pot with another new 
lot of moisture-laden compressed air every time 
you start blasting.

What’s more, the MegaBlaster can run several 
operators at once. With the correct valving, all the 
blasters can operate independently of each other. 
To achieve this, the MegaBlaster needs to be fitted 
with Thompson II™ abrasive metering valves and 
Hi-Flow air valves to ensure that you get maximum 
air flow and minimum pressure loss.

USE AN S-SERIES 
MEGABLASTER

1

DESIGNED TO MAXIMIZE THE COST SAVINGS 
OF VOLUME PRODUCTION
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AN AIRPREPTM SYSTEM MAKES THE MOST OF 
YOUR AIR INVESTMENT BY MAKING THE AIR 
WORK MORE EFFICIENTLY 
Moisture is the number one enemy of any blasting 
contractor. Moist air is heavier and can waste a lot 
of your available energy in carrying this moisture 
through your system. An efficient blasting operation 
needs all the energy it can get to propel the 
abrasive to the surface being blasted. That’s why 
specialist operators claim that blasting clean and 
dry air is 15% faster than moist air.

We all know that moisture in your air will cause the 
abrasive to clog and prevent it from flowing easily. 
Wet abrasive requires you to ‘choke’ the pot to 
unblock the lines. This wastes valuable time.

Dry air keeps your abrasive flowing and easy to 
control. By drying the air and by setting up the 
abrasive metering valve, you use less abrasive. 
This, in turn, means that you are only cleaning up 
and correctly disposing of LESS abrasive waste.

Once you have removed the moisture, you won’t get 
that black moisture shadow that follows your nozzle 
as you blast which then causes the surface to flash 
rust.

Dry air will also prevent quality issues which result 
from water droplets on your freshly blasted steel 
surface or a newly painted surface.

USE A COMPRESSED 
AIR DRYER

2

Compressed air is costly. Fuel, repairs, and regular 
maintenance on compressors are large expenses 
for Specialist Blasters.

With the correctly sized compressed air dryer, 
you can achieve less than two psi pressure loss 
across the whole system, and that means; you can 
blast with high productivity without the hassle of 
moisture.

DID YOU KNOW THAT BLASTING WITH DRY AIR INCREASES 
YOUR BLASTING EFFICIENCY BY AS MUCH AS 15%?
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A good air compressor is an essential part of 
your blasting system. It is important to size your 
compressor correctly to the number and size of the 
nozzles that you are running.

If you are running multiple nozzles on a project, 
you need to allow 500 cfm per nozzle. That means, 
if you are running two x #7 (or 7/16; 10mm blast 
nozzles), you need 1,000 cfm of compressed 
air available for the blast pot. Only if you have 
the correct pressure available will get you the 
maximum performance from both nozzles. It is 
important to set up the compressor correctly and 
wind up your pressure as far as you need to. Most 
high production blast equipment is rated to 150 
psi working pressure, and you need to adjust your 
compressor to maintain that much pressure. By 
winding up the pressure, the engine will have to 
work harder, and of course, it will use more fuel. 
But, the extra diesel consumed will be well worth it.

CHOOSE THE CORRECT AIR 
COMPRESSOR SIZE

3

OR WIND UP THE PRESSURE
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The table above shows the amount of air each nozzle size needs when the nozzle is new. But what happens 
when the nozzle starts to wear a bit (i.e. after 2-3 weeks)? Many blasters have said – “I could blast a lot faster 
when my nozzle was new – but now I’ve lost pressure …” You are going to need more and more air to maintain 
the same pressure at the nozzle.

In summary, when you are considering an air compressor for your blast system, you should allow sufficient 
volume for each nozzle (from the table above) plus 20 cfm for your air fed helmet and PLUS a 50% reserve to 
allow for the nozzle wear factor.

(Example: A new No.7 nozzle needs 312cfm PLUS 20cfm for helmet PLUS 50% reserve of 155cfm: Minimum 
compressor size required = 490cfm).

NOZZLE SIZE NOZZLE PRESSURE

50 psi 60 psi 70 psi 80 psi 90 psi 100 psi 120 psi* 140 psi*

No. 2 1/8” 14 17 19 21 24 26 30 34

No. 3 3/16” 32 37 42 47 52 57 67 77

No. 4 1/4” 57 66 75 84 93 103 119 136

No. 5 5/16” 89 103 117 131 145 158 186 214

No. 6 3/8” 129 149 169 189 209 229 269 309

No. 7 7/16” 176 203 230 258 285 312 367 422

No. 8 1/2” 229 265 300 336 371 407 478 549

No. 10 5/8” 356 412 468 524 580 632 744 856

No. 12 3/4” 516 596 676 756 836 916 1076 1236

EFFICIENCY 47% 55% 64% 74% 86% 100% 130% 165%

*Ensure equipment is rated for these pressures.

Table 1: Air consumption (CFM) per blast nozzle using garnet abrasive.

HOW MUCH AIR DO YOU NEED TO RUN A BLAST MACHINE?
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Using a high efficiency abrasive reduces the 
dust levels as you blast, which increases your 
visibility and is better for your health and for the 
environment plus you keep your neighbors happy. 
Plus there are more reasons to use the correct 
abrasive.

One is, you are not just clearing the air. Using 
a high-efficiency product means you use less 
abrasive. Low consumption of abrasive means 
you buy less, you load less, you vacuum up less, 
and consequently, you dispose of less. All are 
very relevant and significant cost-saving benefits. 
A less efficient coarser abrasive requires you to 
open the valves up more to get the abrasive to flow 
through. This causes you to use more abrasive 
each hour.

Abrasive consumption will vary with each job 
depending on the structure and condition of 
the substrate. However, you should always ask 
yourself: “How much abrasive should I be using 
each hour?”, “How can I save?”

Although the superior abrasives like SpeedBlast 
garnet may cost more per ton, it normally costs a 
lot less per square meter to blast. Another great 
advantage that a superior abrasive gives you is a 
faster blast. Each grain carries a given amount 
energy.

USE HIGH EFFICIENCY 
ABRASIVE

4

With an efficient abrasive like BlastOne Garnet, 
the blast stream can carry four times the quantity 
of abrasive grains, each carrying their tremendous 
kinetic cleaning power. With more hits to the 
surface on any given area, it means you move the 
nozzle faster and, on many projects, finish the job 
much sooner! 

You finish the blasting sooner, you clean up 
quicker, and therefore you can get the coating on 
faster.

WHY THE CORRECT GRADE AND TYPE OF ABRASIVE 
WILL WORK HARDER FOR YOU



www.BlastOne.com 9

COARSE ABRASIVE

Fewer impacts per second.
CORRECT ABRASIVE BLEND

4 times as many impacts per second.

GMA SPEEDBLAST GARNET

It is proven worldwide that it has just the right size 
mix to clean off the heavy mill scale and to also 
clean out the deepest pits.

Each grain of garnet carries energy for cleaning. A 
GMA SpeedBlast Garnet carries 11 million grains 
per kilogram.

COARSE GARNET

This means you have to open the valves up more to 
let it through, thus, using more garnet each hour.

Each grain of garnet carries energy for cleaning. 
A coarse 20 mesh Garnet/Slag carries 1.3 million 
grains per kilogram.
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Cleaning up the tank after the blasting is complete 
to remove all the spent abrasive can be the most 
time-consuming part. If you have to remove the 
abrasive out of a tank manually with a broom and 
shovel, you will spend many hours, and such labor 
is costly. All that spent abrasive must be removed 
out of the tank before you can move on to the next 
stage of the job. Any residue left will spoil the 
coating. It will be a long, tedious clean-up; and 
therefore, a long time before you can paint.

These projects call for an efficient vacuum system 
that can suck up spent abrasives and collect it at a 
central point ready for recycling or disposal.

USE A VACUUM SYSTEM TO 
REMOVE THE ABRASIVE

5

The Vacuload™ systems have been specially 
designed for blasting sites and for handling 
abrasive. The Series 2 and 4 models are powered by 
compressed air which saves you the cost of another 
expensive motor (when you have finished blasting, 
simply switch your compressed air lines from your 
blast machines to your Vacuload™ system and 
you’re now in recovery mode).

The vacuum is generated by a specially designed, 
air powered Eductor pump that is inexpensive, 
efficient, and requires no maintenance. Diesel and 
electric powered systems are also available.

AN EFFICIENT VACUUM SYSTEM SAVES TIME THAT WOULD 
USUALLY BE SPENT FROM MANUALLY SWEEPING
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On many tank jobs, we find that customers need to 
leave a newly blasted surface unpainted overnight 
or over a weekend. If there is any moisture in 
the air, a flash rust will spoil the ready blasted 
surface, making it unpaintable.

By using a dehumidifier on your tank project, you 
can to blast all day and hold the blast during the 
night or longer to save you from having to:

1. Clean up the spent abrasive.

2. Rush the paint job and then clean the 
equipment.

3. Put a holding primer on the surface.

It’s possible to hold the blasted condition of 
the steel for days when the containment and 
dehumidification are correctly monitored and 
controlled.

This means once you start blasting, it makes it 
more convenient. You don’t have to stop every day 
to clean up the abrasive, set your airless pump 
up, spray on the coating and clean the equipment 
before you go. It also aids you in being careful 
when blasting up against the pre-primed surface 
of the previous section as you start to blast again. 
You can stop and start as you like without worrying 
about losing the blast to flash rusting and 
forfeiting the hours of work and materials already 
spent.

You are in control, plan, and execute your process 

USE DEHUMIDIFICATION
BLAST AS LONG AS YOU WANT AND CONTINUE
THE NEXT DAY

6

timing to ensure quality. Blast as long as you want 
and continue the next day without having to go 
back and re-blasting what you have completed 
on previous shifts for fear of the surface being 
contaminated with rust.

This is what you can achieve by using a 
dehumidifier to control humidity.

A COUPLE OF SIMPLE RULES OF THUMB
To maintain correct conditions in the tank, you will 
need to have four air changes of dehumidified air 
per hour in the tank. Let’s look at an example: If 
you’ve got a tank that is 60,000 cubic feet, you will 
need to use a 4,000 cfm dehumidifier.
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When we are blasting or painting, whether it be on 
a site, in a blasting yard, or in a blast room, having a 
“pot attendant or spotter” to fill, adjust, and control 
the machine means actual time spent on blasting or 
spraying is increased. The problem is that on a site 
where there are many workers, but communication 
between the site personnel is poor, we may never 
actually realize our full productive potential.

Having to bash on the wall of the tank to get your 
message through or just having to yell above the 
noise or maybe even having to shut down the blast 
pot, which can be dangerous are the very primitive 
ways to work.

Communication difficulties on blasting and painting 
sites are nothing new. Many blasters carry a 
hammer in their pocket and hit it on the steel (or hit 
the nozzle on the steel) to give you a message (i.e. 
1 hit = more abrasive, 2 hits = less abrasive, 3 hits = 
turn machine off!). This can be very inaccurate.

There are many types of communication systems 
available to work with that are safer and quicker.

A communication system that can be integrated into 
your blasting/painting helmet without altering the 
design features of the helmet means workers can 
enjoy the comfort and safety of their equipment and 
have essential communication benefits.

USE A COMMUNICATION 
SYSTEM

7

A GOOD COMMUNICATION SYSTEM CAN IMPROVE 
NOT ONLY EFFICIENCY BUT ALSO SAFETY
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These include:

1. Telling each other where they are.

2. Making sure they don’t bump into each other 
(especially in badly lit areas).

3. Ability to quickly advise the pot tender if they 
have any issues.

4. Reporting problems with the deadman system 
playing up.

5. Requesting an increase or decrease in abrasive/
paint flow

6. Advising when they have come to the end of the 
length of blast hose.

7. Keeping up the teams morale to increase 
productivity.

8. Advising of breaks for morning tea or lunch.
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Blasting in a tank or an unlit structure is not only 
difficult and time-consuming but it can also be 
dangerous with many hazards known to cause 
harm and injury at a blasting site. There are many 
reasons why a dark blasting and painting site 
puts you at a disadvantage, and we all know that 
the answer to these problems is to have a well-lit 
area.

Obviously, a major advantage of lighting up your 
site is safety – reducing expensive claims and 
ensuring the safety of your staff. On tank jobs 
where multiple blasters/painters are working 
close together, it is important that they can see 
and avoid each other too.

By having the correct lighting, you get a cleaner 
surface first time around. This means that you get 
to minimize duplicate work and reduce the need 
to go back and clean up patches that were not 
cleaned to the correct specification due to poor 
visibility. This is one way to save time and money.

When a site is well-lit, you can reduce the amount 
of time the whole tank takes to blast and paint. It 
takes less time because the blasters and painters 
have a clear view of what they are doing. One 
customer said that he saved 11% of blasting time 
just by having a good lighting and visibility inside 
his tank.

USE CORRECT 
LIGHTING

8

Let’s go over some of the advantages of having a 
blasting and painting site well-lit.

Good visibility means higher quality results; 
therefore there’s no need to repaint due to coating 
failure. When the inspector or the customer 
checks the job for coating adhesion, any areas of 
poor blasting or painting can get very expensive. 
Light up and keep the inspector and your 
customer pleased and satisfied.

A helmet mounted light will also assist in 
productivity and help achieve a clean blasted 
surface. A helmet light can provide a steady, highly 
concentrated output of light to your field of vision.

GET SOME LIGHT ON YOUR TANK BLASTING 
SITE AND MAKE IT PROFITABLE
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An abrasive blasting enclosure without ventilation 
quickly becomes a dusty, hazardous haze – 
hindering productivity and safety.

Working in a confined environment, such as tanks, 
calls for good ventilation. In some instances, 
the coating that is being removed will contain 
hazardous substances (in the majority of cases 
this will be lead-based pigments). As these 
substances are considered toxic, specialized 
systems are required. It is essential for the safety 
and productivity of the team of workers involved 
to maintain good conditions during the blasting 
process to allow them to keep blasting and 
complete the job faster.

There are certainly a lot of good reasons to keep 
the air moving through the tank. By having good 
ventilation for your tank site, you are to:

1. reduce the dust level inside the tank, thus, 
improving the visibility and allowing the 
blasters to blast without any visual hindrance. 
Reducing the amount of dust in the tank is a 
real advantage. It is, therefore, important to 
have the duct work from the ventilation system 
positioned close to where the operators are 
working. This keeps the work area around to 
have the maximum visibility.

2. look after your blaster’s personal safety by 
quickly drawing any hazardous dust or fumes 
from the area where the workers are blasting 

USE A VENTILATION 
SYSTEM

9

or painting. This is important, as many of the 
old coatings contain lead or other harmful 
products and most paints release fumes during 
application which can damage the lungs and is 
harmful to health.

3. reduce clean up time after blasting is finished. 
By moving the air and dust out of the area, 
it does not settle back down over the newly 
blasted surface. This helps keep the fresh blast 
uncontaminated.

All these mean that you finish blasting sooner and 
you don’t contaminate the new blast.

KEEP THE AIR MOVING THROUGH THE TANK
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Often when you are blasting on a tank project, you 
will need to use long runs of air hose (bull hose) 
and blast hose, sometimes as much as 200-300 
feet (60-90 meters) or more. It all depends on the 
accessibility of the site and how close you can get 
your blasting equipment to the tank.

Every time you increase the distance between 
the air compressor and the blast pot, you are 
increasing the distance the air has to move through 
the hose and; this increases the pressure loss. 
Likewise, if you increase the distance between the 
blast pot and the nozzle on the abrasive side, you 
are not only moving air a lot further but also the 
abrasive. It becomes quite a struggle for the air to 
propel the abrasive along without it dropping out of 
the air stream and clogging.

Bigger ID hoses are better as these reduce friction 
and pressure loss.

Always use a large ID hose size. When it comes to 
hoses, bigger is always better. Running large ID 
hoses in your blast system reduces the friction the 
pressure loss caused by smaller, more restrictive 
sizes. Air pressure drops have a large impact on 
blasting production.

If you have the correct size and length of the blast 
hose, you will keep your pressure up and keep your 
abrasive flowing all the way to the nozzle.

This means:

• you get better performance
• you get the correctly specified profile
• the operator can move his nozzle quicker and 

finish faster
• the operator will use less abrasive
• less dust will be created

RULE OF THUMB FOR HOSE SIZES
Minimum size – 3 times the blast nozzle orifice ID.

Maximum size – 5 times the blast nozzle orifice ID.

USE THE CORRECTLY SIZED 
BLAST HOSE AND AIR HOSE

10

KEEP YOUR PRODUCTIVITY UP!
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So many times you walk into a newly blasted tank, 
and the surface profile is contaminated with dirt, 
dust, and black rubber marks from the workers’ 
boots. There are a number of ways to eliminate this 
problem.

NON-MARKING BOOTS
You can request all site personnel to wear non-
marking boots. This eliminates the black marks 
left on the floor from the rubber-soled boots and 
avoids contamination on the surface. It is a good 
practice to insist the use of non-marking boots. It 
will certainly please the inspector and ensure you 
have a better quality project.

OVERSPRAY FOOT COVERS
You can supply overspray foot covers and make 
it mandatory to all those who enter your tank to 
protect the newly blasted floor and keep the dirt 
from coming off of their boots.

STICKY MAT
Some contractors have been using a sticky mat at 
the entrance of their tanks. The workers simply 
wipe their boots on the first mat, then step on to 
the sticky sheets. This removes any final dirt and 

PROTECT YOUR NEWLY 
BLASTED FLOOR

11

dust before they walk onto the new surface. When 
the sticky mat gets covered with contaminants, just 
tear off the top sheet and continue the process. The 
mat is supplied in a pad of 100 sheets.

ANY CONTAMINATION ON A FRESHLY BLASTED SURFACE 
IS LIKELY TO BE REJECTED BY THE INSPECTOR AS IT 
CAN CAUSE PREMATURE COATING FAILURE
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All tank sites vary in size and geographical layout, 
and it can sometimes be very difficult to get your 
blasting equipment close to the actual tank. It pays 
off to spend the time planning the best layout for 
your equipment at the site to ensure you get the 
best possible productivity. Having your equipment 
as close as possible is an advantage in many ways. 

It means:

1. you have to run less blast hose
2. you have less bends and therefore, less wear on 

the hoses
3. you get higher performance and finish quicker
4. you get higher pressure and a better blast
5. better communication between pot tenders and 

blaster/painters.

MOVE YOUR EQUIPMENT 
CLOSER TO THE BLASTING 
AREA

12

It is important that the blast pot is as close as 
possible to the blasting area. If there is a space 
restriction and some equipment has to be further 
away, it is best that the distance is between the air 
compressor and the blast pot rather than between 
the blast pot and the blasters. It is because the 
friction and pressure loss is greater in the blast 
hoses, which contain air and abrasive than it is in 
the air hoses, which are only carrying air.

You will often find that a large tank has two or more 
access points. So if the tank is very large, set up a 
separate blasting system on the other side, or move 
your equipment when you have finished the first 
side. That way, you are minimizing your hose runs 
and increasing performance.

CLOSER EQUIPMENT RESULTS IN HIGHER PERFORMANCE
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Featuring a twin blasting nozzles rotating at up to 
4000 rpm, the hand-held BlastOne Tornado can 
more than double your blasting speed up to 1200 
square feet (110 sq. meters) per hour (depending 
on site complexities). This can reduce your hourly 
costs by as much as 50%! The Tornado Spin Blaster 
is a revolutionary new blasting concept designed to 
save you time and money and bring better results.

CUT YOUR ABRASIVE COST
With up to 40% less abrasive used, the Tornado 
not only saves you big money on abrasive costs but 
also on the clean-up and disposal cost. The less 
abrasive used, the quicker and cheaper it is to clean 
up and dispose of.

To improve the blasting speed on a tank floor 
project, we need to use any possible trick we can 
to establish a larger blast pattern as possible. The 
blast pattern width of a Tornado is up to 10” (250 
mm). By using a larger blast pattern, you have 
fewer requirements to overlap the runs which mean 
you clean the surface faster and more evenly. With 
a small blast pattern, which can be just 2”-3” in 
diameter from a single nozzle, the blaster has to 
keep going over the surface several times and fill 
in any areas where the blast may have missed. It is 
time-consuming and may result in coating failure 
if defects are not picked up before the coating is 
applied.

USE A TORNADO 
SPIN BLASTER

13

It has been proven that the blasters have less 
fatigue and fewer back issues when the Tornado 
is being utilized as the unit produces the rotating 
action of the nozzle while cleaning the surface. 
The blaster does not have to keep up the circular 
motioning himself as he does with a standard 
nozzle. All he has to do is guide the blast head over 
the surface. Doing this will increase productivity, 
and you get more production out of fewer men. 
Some say a Tornado will do more work than two 
men combined.

One Tornado Spin Blaster
can perform the same

amount of production as
three conventional nozzles!

One Tornado Spin Blaster
can perform the same

amount of production as
three conventional nozzles!

ONE TORNADO SPIN BLASTER CAN PERFORM 
THE SAME AMOUNT OF PRODUCTION AS THREE 
CONVENTIONAL NOZZLES!

BLAST TWICE AS FAST!
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When you are blasting the inside of a tank floor, the 
abrasive starts piling up on the floor, and you have 
to keep pushing it out of the way.

If you move to a smaller area, the abrasive bounces 
up heavier and higher and is harder to push out of 
the way.

If you start in the middle and work out, the abrasive 
is being dispersed over a larger area so it is not 
mounting up and it will be blown out of the way by 
the time the blaster gets there.

It means that by the time you have finished blasting 
the tank, most of the abrasive will be out towards 
the outside of the tank and close to the manholes, 
which means it is not as far to get the abrasive out 
of the tank.

For more reasons than one, it is far more efficient 
to start in the centre of the tank and work out from 
the centre towards the wall, doing the base of the 
columns on the way through.

USE AN EFFICIENT 
BLASTING TECHNIQUE

14

PUSH THE GARNET OUT OF THE WAY AS 
YOU BLAST
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How many times have you seen a freshly applied 
coating of paint put on a surface only to see that 
they have painted straight over the top of some 
abrasive that was left on the surface?

To avoid that, get your vacuum system to vacuum 
out the bulk of the abrasive, then reduce the big 
hoses: 3”, 4” and 6” hoses down to a series of 2” 
hoses and put vacuum cleaner wands on one end. 
Get four workers to go over the entire tank floor.

VACUUM EVERY PLATE 
Go over where the plates are welded together as 
this is where the abrasive can accumulate when you 
typically blow down.

VACUUM THE FLOOR 
ONCE MORE BEFORE 
PAINTING

15

What you will find is that very quickly, you will have 
a far better surface for coating, and it means you 
don’t have to worry about blowing off the surface 
again before you come through with a coating.

It does improve the quality of the blasting and 
painting job.

AVOID PAINTING OVER RESIDUAL ABRASIVE
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What you will find is that the time you spend loading 
a blast pot can be a-back-breaking work. If you are 
manually loading with a forklift, you have to sling a 
bulk bag or small bags up and over the top of your 
blast pot, which can use two operators and extra 
equipment to load the blast pot.

By vacuum loading the blast pot while the blasters 
are out having morning tea or lunch, the foreman 

VACUUM LOAD YOUR 
BLAST POT

16

or one operator can stay and vacuum load the blast 
pot without having to even leave the ground.

By simply turning a few ball valves and vacuuming 
straight out of the bulk bag or tanker truck, you can 
load straight into your bulk blaster – saving a lot of 
labor, having extra equipment on site and having 
two guys available, or stopping the operators. All 
because you’re in the middle of blasting and you’ve 
run out of abrasive.

REDUCE LABOR AND EXTRA EQUIPMENT ON 
SITE



24 800-999-1881

Do you know that trained operators are more 
motivated, blast better, give you a better quality job, 
and achieve more square feet every day?

It means they ask the foreman fewer questions and, 
they get on with the job.

TRAIN YOUR OPERATORS

17

Train your operators in the correct techniques by:

• how to get the right profile
• how to get the correct surface cleanliness
• explaining the specification to them
• explaining a brief outline of the techniques of 

how to blast
• explain the theory behind blasting
• explaining what you are trying to do to the 

surface
Every way you look at it, training operators win 
hands down.

HAVING TRAINED OPERATORS WINS ALL 
THE WAY AROUND
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DISCLAIMER: The performance characteristics provided in this brochure only serves as a guide and that the results can vary widely on every project. Let BlastOne assist 
you on using the right abrasive and the right equipment for every project.

While care has been taken in compiling these notes, no responsibility is accepted by the compiler for any damage or loss, caused to anyone or any company accepting the 
advice or suggestion contained herein. It is your responsibility to be aware of regulations which Local, State, or Federal Government authority may impose.

©Copyright BlastOne 2017. All rights reserved.

The entire contents of this booklet are copyright. Photocopying, scanning, duplications or copying of pictures or information (except as permitted under the Copyright Act) 
is a breach of copyright and may result in legal action.

No part of this booklet may be reproduced or transmitted in any form or by any means, electronic, mechanical, photocopying, recording, or otherwise, without prior written 
permission of BlastOne.



BLASTONE INTERNATIONAL

4510 Bridgeway Avenue
Columbus Ohio 43219 USA

AUSTRALIA
Adelaide | Brisbane | Darwin | 
Mackay | Melbourne | Perth | Sydney

NEW ZEALAND 
Auckland | Christchurch

NORTH AMERICA
Columbus | Los Angeles | 
Minneapolis

UNITED KINGDOM 
London

Toll Free 800 999 1881
Tel (614) 476 3000
Fax (614) 476 3002
Email sales.na@blastone.com
www.blastone.com

© BlastOne 2017       B3325-2


