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Overview of Operating Components: 

 Pneumatic Control Box With Engagement 
Regulator Control & Crank Handle 
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Attaches to the torque handle 

assembly before the Pneumatic Bead 

Trimmer head. The function of this 

unit is to give the operator control 

over the over the functions of: 

1. Position Lock 

2. Cutter Head Motor 

3. Cutter Engagement 

Crank Handle;  

Attaches to the Pneumatic Control 

Box. Its purpose is to give the 

operator torque control over the Bead 

Trimmer Head during cutting 

operation. 



 Torque Handle Assembly 
 

 

 

 Centralizer Disks 
 

 
 

 Pneumatic Hosing 
 

 
 

 

The torque tubing 

system supplies 

mechanical 

torque between 

the Crank Handle 

and the Bead 

Trimmer Head. 

 

Its function is to keep 

Torque Handle System in 

center line with the pipe 

being debeaded. Place the 

centralizers equally down 

the torque tube system. 

Three air hoses each is 40’ 

long. One is for the Cutter 

Head Motor, another is for 

the Position Lock, and the 

third is for the Cutter 

Engagement. All three 

hoses connect between the 

Control Box and the Bead 

Trimmer Head. 
 



 

 Pipe Wiper 
 
 
 

 
 
 
 
 
 
 

 Pneumatic Bead Trimmer Head 
 

 
 

 
 

Rubber gasket material that is 

hooked to the Bead Trimmer Head 

after the bead removal operation 

and then is pulled through the 

piping to clean out any fines that 

are left from the debeading 

operation.  

Note: Pipe wiper is to be inserted 

into pipe ahead of fusion bead 

before weld is made, approximately 

6”.    After bead removal is 

completed slide Bead Trimmer 

Head into wiper and the Bayonet 

Hook will lock onto the wiper for 

removal with the Bead Trimmer 

Head. 

This does the bead removal operation. It has five functions: Bead Indexing stop, 

Position Lock System, Cutting Head Motor, Cutter Engagement, and Bayonet 

hook for the wiping - cleaning operation. 



 Setting Up 
 

 
 

 

 Centralizers need to match the host 

pipe inside diameter for proper tight 

tolerance bead removal. 

 

 Air must be clean and dry with oiler, 

requirement for air motors is 90 PSI 

with a maximum 30 CFM  

 

 Start bead removal with the cutter 

engagement contacting the top of the 

pipe first. This is because the cutter 

engagement feed is more consistent 

going against gravity. 

 

 Test all components of Bead Trimmer 

before attempting bead removal I.E, 

Position Lock, Cutter Head Motor, 

and Cutter Engagement. 

 

 The air hose connections of the 

“Cutter Engagement” and the 

“Position Lock” on/off switches can 

be assemble backwards during the 

field assembly of equipment. Test all 

components of Bead Trimmer before 

attempting bead removal. 
 



 Use straight edge to make sure cutter is 
located on fusion bead correctly. 

 

 
 

 
 

 

When inserting the Carbide 

Cutter into the motor chuck, 

make sure that the cutter is 

positioned center to the 

indexing stops. This is done 

with a straight edge placed 

across the indexing wheels 

and then aligns the Carbide 

Cutter so that the fusion bead 

would fall in the center of the 

cutter.   

On the newer designs with the 

motor and cutter in the 

reverse direction, use the 

indicator marks as the point 

where the fusion bead will be 

hitting the indexing wheels. 



 
 Tool Insertion  

 

  
 
 
 
 

 Setting The cutter engagement pressure 
 

  
 

 

Upon sliding the Pneumatic Bead 

Trimmer Head up into the pipe the tool 

will stop against the fusion bead at the 

correct location for removal by the 

function of the Indexing Wheels.  

Note: Do not ram Bead Trimmer Head 

against fusion Bead with excessive 

force, damage may occur.  

Note: Cutting must begin with the cutter 

engaging upward into the pipe.  

 

 

To set cutter engagement pressure, hold tool 

with cutter in the top position, turn on 

engagement switch, adjust air regulator from 0 

psi up to when cutter engagement starts 

movement.  At this point add 10 psi to the 

cutter engagement regular so that there is 

movement in the cutter engagement operation.  

 

Note: it is very important to set the pressure 

while the tool is moving up against gravity. 

 

Note: Regulator is adjusted by pulling the knob 

upward to release lock, then turn knob to adjust 

pressure. Snap knob down when done to lock 

in pressure. 
 



 

 Pneumatic Control Box operation 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Step 1 -   

Contact fusion bead with “Index Wheels” 
 

Step 2 – 

Turn On “Position Lock” 
 

Step 3 –  

Turn On “Cutter Head Motor” 
 

Step 4 – 

Turn On “Cutter Engagement” into fusion 

bead traveling upward. 
 

Step 5 – 

Turn “Crank Handle” Clockwise 2 full 

revolutions. Then Counter-Clockwise 2 

revolutions. 
 

Note: On the newer designs with the 

motor and cutter in the reverse direction. 

Turn “Crank Handle” Counter-Clockwise 

2 full revolutions. Then clockwise 2 

revolutions. 
 

The purpose of direction is so the cutter is 

rotating into the bead and not climbing on 

top of the bead. 
  
Step 6 – 

Turn Off  “Cutter Engagement” 
 

Step 7 – 

Turn Off  “Cutting Head Motor” 
 

Step 8 – 

Turn Off  “Position Lock” 
 

Step 9 – 

Retrieve Pneumatic Bead Trimmer tooling 

and repeat on next fusion bead 

 
  

The above picture is what a 

proper bead removal should 

look like. 



 
 



 

 



 

 



 
 



 
 



 
 



 


