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Cleaning of Castings
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1.2.1 Punchout Machine
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1.2.2 Shakeout Machine
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1.2.3 Cooling Drum
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1.2.4 Knockout Machine
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1.3.1 Shot Blasting Machine
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Shot Blasting Machinedl &= &3 & =
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¥ 1. SAE Shot numbers and screening tolerances

None on| Min on screen | Max through

Slpot screen screen

size )

No. |°PC™U& 1 of |Opening,| % |Opening,

1. in in

S1320 | 0.187 85 |[0.123 5 {0111
S1110 1 0.157 85 10.111 5 10.0937
S930 0.132 85 |0.0937 5 10.0787
S780 0.111 80 |0.0787 10 | 0.0661
5660 0.0937 80 | 0.0661 10 | 0.0555
S550 0.0787 80 | 0.0555 10 | 0.0469
S460 0.0661 75 (-0.0469 15 |0.0394
S390 0.0555 75 | 0.0394 15 10.0331
S330 0.0469 75 10.0331 15 |0.0232
5230 0.0394 70 |0.0232 20 | 0.0165
S170 0.0331 70 10.0165 20 |0.0117
S110 0.0232 65 |0.0117 25 | 0.0070
S70 0.0165 65 | 0.0070 25 {0.0049

SAE Grit numbers and screening tolerances

Shot None on| Min on screen | Max through
i ° screen screen
size opening
No. 0 % |Opening, | % |Opening,
) m n
G10 0.111 80 |0.0787 10 | 0.0661
G12 0.0937 80 | 0.0661 10 | 0.0555
s Gl4 0.0787 80 | 0.0555 10 | 0.0469
: G16 0.0661 75 | 0.0469 15 {0.0394
2l g -
~1= 4 @ Shot blasting machine GI8 (00555 | 75 |0.03%4 | 15 |0.0280
G25 0.0469 70 1 0.0280 20 | 0.0165
Shot= WF A 71933 £ o8 e =4 G40 0.0394 70 10.0165 20 |0.0117
271% 47 015-3mmyselnt gritk shot¥ o o | 63 oo | 25 | 000
A A TED shot9} grite] A7IE Hf 4 G120 |0.0117 | 60 |0.0049 | 30 |0.0029
Ao #H20] FEFTHI UE A AT shot &= G200 |0.0070 | 55 |0.0029 35 |0.0017
grito] TR A G325 0.0049 20 | 0.0017
E 2 FEFF 9& A& shot L grite] =27)
-
Castings SAE sizd No.
Average gray or annealed malleable, wite pockets, burned —in sand, etc --+--+--+-= S390 shot
T.ihht gray iron or annealed malleable e o o § ST s Te1 8
Hard malleable ccccrcseccrteseetirerimentereroriiiiisissnsesserassssssssssssasesccsasscscnsnenanascaanesass 5330 shot
Brass(all types) T GSO or G120 grlt
Die Castings................... GSO grlt
Aluminum D PP €510 grlt
Steel Ne e ees e e seessannaa e ese tasaandrn 8390 shot

*From American Wheelabrator Equipment Corp

(31)
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1.3.1.1 Tumbler Type Shot Blasting Ma-
chine
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1.4.2 YIErEEE
1.4.2.1 Abrasive Cutoff Wheel
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Turn Table
1.4.2.2 Band Saw :
Cutting ¥} friction sawing 2.2 v} o]z t}( 1
T18) 6 . Table type shot blasting machine 2 9)
Cutting®] 74-¢ &=+ 3500fpme] I friction
1.3.2 Air Blasting Machine sawing @ 72 $- 15000fpm 7t A =23l &5 =
850°C~1400°C7t#] &3t} Band sawg& o] &&

BME= glassF 9] shotE ¥&F 715 o] &5

(32)



FZXEA 10 ¥ Al 3 5(1990.6)

—213—

F73E g8 AlE-do}, AbA —acetylene gas
BEEE o] &st] &asi 1 dele 1109 2
. Attt w fubzbe g 18s] 7] Qs A
FEFAC uet 283279 A el ttag
(3£4)

¥ 3 FEEHY) o= band sawing ¢ 22

O:

3

+ STEEL ~ Suac +

S HEAT

WWM PREREATES L Feu' evw 8t ety
RBHTON  Fren  OF Fo cowrene

B GO
Fe o - . <

Alloy Speed, fpm Feeding Lubricant General information
Low speed | High speed pressure
Copper —base alloy 4000r less |200or less, [25lb to 1 in |Used if chips |Sawing speed decreuses
buttress thickness weld to saw as hardness increascs
type blade
Aluminum and mag-|Up to 500 |Up to 3500 |Low Ordinarily dry |4—pitch, 0.05—1n, but-
nesium buttress on1l/2in ' tress blade:sawing speed
blade section decreases with section
thickness
Ferrous, {band sawing) |40—500 1500 or less |Modernto |May be used
| if ehips weld
to saw blade
Ferrous 3000~—15,000 { 20—40 1b 20—40 1b Ng4—to  1—in—width,
(friction sawing) saw blade with q0—18
| ]teeth per in

(33)
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Section Diam cutting Oxygen Cutting speed Oxygen, Acetylene,
thickness, in. orifice, in pressure, psi in, /min cu ft /hr du ft /hr
1.0 0.0465—0.0595 28 —40 9—18 130—160 13—16
2.0 0.0670—0.0810 22—50 6—13 185—231 16—20
3.0 0.0670—0.0810 33—55 4—10 207 —290 16—23
4.0 0.810—0.0860 42—60 4—8 235—388 20—26
6.0 0.098 —0.0995 36—80 3—5.4 400—567 25—32
10.0 0.0995—0.110 66—96 1.9—3.20 610—750 36—46
12.00 0.110—0.120 58 —86 1.4—2.60 720—905 42—55
24.00 0.221—0.332 22—48 1600 — 3000
36.00 0.290—0.500 12—38 3000— 4600
1.5 HrEESEA

1.5.1 Abrasive Wheel Grinder

Aul A& aluminum oxide, silicon carbide 5
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1.5.2 Swing Grinder
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Casting C;?;:n Wheel type Bond Speed and equipment
Gray iron 16—24 Silicon carbide Vetreous 5000— 6000 sfpm, floor stand and
| swing frame
Silicon carbide Resinous 7000—9500 sfpm, floor stand and
swing frame
Brass 24—30 Silicon carbide Vitreous 5000— 6000 sfpm, floor stand
Silicon carbide Resinous 7000 — 9500 sfpm, floor stand
Steel 14—20 Aluminum oxide Vetreous 5000 — 6000 sfpm, swing frame,
floor stand, and portable
Aluminum oxide Resinous 7000 — 9500 sfpm, swing frame,
floor stand, and portable
Aluminum 24—30 Silicon carbide Vitreous 5000— 6000 sfpm, floor stand
Aluminum oxide Resinous of |7100—9500 sfpm, floor stand
shellac
Mallcable 20 Aluminum oxide or
silicon carbide




