WHEEL UMIT (Fig-&):

With this increased amount of abrazive being
thrown it has become necessary to have wheel,
which are capable of lasting a great deal, longer than
their predecessor, This has been
made possible by introduction of
new Hard Alloy Wheaels.

In addition it has been necessary to
increase the life of Blades, Impealler,
Control Cage, Liners and other
parts by using High Chrome Alloy
material. This has been possible
due establishment of our new Foundry with Induction
Furnace, Shell Moulding Machine and Heat
Treatment Facility. Very few equipment
manufacturers understand importance of wheel and
its parts.

WHEEL UNIT LINERS (Flg-7):

{Fig - &}

The blast wheel is usually enclosed within a housing

serving as a safety guard and abrasive seal around
rapidly rofating wheel to minimize wear on the
housing, a series of special alloy cast liners are
installed inside the housing.
Older wheel Fig-7 consisted of 21 liners where
abrasive bounces in uncontrolled manner. In our
new HLM Fig-8) wheel only nine liners arae installed
inside the housing. High chrome liners are approx.
25mm thick with labyrinth type joints providing and
abrasive tight seal between the liners and very Long
life.

{Flg -7}

HEW ABRASIVE RESISTANT LIMING (Fig-8):

Agaln due to the fact that more abrasive is being
|,thrnwn it has become
necessary to completely lined
machines with abrasive
resistant matarial.
This has heen made possible
by the use of special high
chrome alloy matarial. Thesa
are made in various sizes to
provide complete interlocking
lining for most types of shot blasting machines.

ALLOY PERFORATED PLATES :

One of the biggest prablem in the foundry industry
has been that wire, chaplets and other matarial used
for giving support to the mould gets in the elevator
and separator. as the perforated plates are not
proper. We manufaciure and supply in High Chrome
Alloy Steal with the result there is no wear or holes for
wire to pass.

MOULDING TECHNIQUE :

Most popular moulding technigue used in India is
grean sand moulding and About 80% of foundries
use this technigue. The drawback of this taechnology
iz that large amount of sand, sticks on surface of the
castings, which are lo be cleaned by shot blasting.

Foundry, using cupola has more sand compared fo
automated foundries. Other technology like CO=
process, has 5 9 1o 10 % sand shicking to casting
because of bad shaking operation, poor property of
mould and core therefore shol blasting is quite
essential.

There are number of items produced by Indian
foundries. Some of them are impeller castings. pump
castings, valve bodies & automobile or tractor
componeants like break drum, cylinder head,
housings, fly wheel, manifold covers, weighing from 5
kgs to 60 Kgs. or more. To clean these castings it
takes 7 to 10 minutes using S-550 (1.4mm) shot,
some other types of castings when hanged on
monorail take 15-20 minutes for a lol of 500 Kgs. or
more.

Maost of the foreign foundries use No bake Process,
Wax Process and Foam Process. There is very little
sand on castings so most of the foreign shot Blasting
machine manufacturers do not understand
requiremeant of Indian foundrias . The costs of foreign
machines are 3 o 4 times more than Indian
machines. Many imported machines have cartridge
filters instead of bag filer. The disadvantage of
cartridge filter is that in humid atmosphere sand
sticks to the paper. It can not handle heavy sand load
with the result it chockes frequently. The imported
machines do not give any production advantage and
spare paris cost is very high Properly designed shot
blasting machine will not only clean the castings
efficiently, but it will also satisfy the users quality
needs and also assure optimum productivity and the
lowest possible operaling cost.
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