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Synopsis :

A new foundry shop for bottom plates manufactured by direct casting, started its
operation in March, 1973 at Mizushima Works. Production capacity of the plant is
4500t/month. New production method is adopted in the shop as compared with the
present ingot mold shop. The foundry shop is fully mechanized and automated by
arranging a molding machine, a roll over drawing machine, a continuous drying furnace,

a roll over assembly machine and roller conveyors.
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Synopsis:

& 3 ;T 1

Motomitsu Watanabe

A new foundry shop for bottom plates manufactured by direct casting, started its operation in March,

1973 at Mizushima Works.

Production capacity of the plant is 4 500t/month. New production method

is adopted in the shop as compared with the present ingot mold shop.

The foundry shop is tully mechanized snd automated by arranging a molding machine, a roll over

drawing machine, a continucus drying furnace, a roll over assembly machine and roller conveyors.
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strength of cement sand
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Table 1 Specifications of molding facilities

Facilities ‘ Maker %Numher

Specification
Roller table | ISC 22 | Roller (Chain driving): 318.5¢ x 2 700
Roller pitch: 1000 mm
Capacity tonnage: 20t
Carriage speed: 20m/min
Molding Murakami 1 | Capacity tonnage: 20t
machine -Seiki | Table dimensions: 2 400W x 4 200L x 1 133H
Vibraton: Uras vibrator KEC-130-4T x 8
Maximum vibration 13600kg x 8
Acceleration: 2.0~2.5g
| Amphtude 1 2~1. 5mm
Heating Naigairo 1 | Hot blowing rec1rculat1on system Temperature 100~200°C
furnace ! Effective dimension: 3000W x 1000H x 1800L
Capacity tonnage: 20 t/1 block x 4 block
Fuel: Butane-air gas
Roller {(Chain driving): 318.5¢ x 2200
Roller pitch 1 000 mm
Roll over ISC | 1 | Upper table: 318.5¢ x 2 700 L x 6 pieces
i?adchdi;aewmg Lawer table: 318.5¢ x 2 700 L x 5 pieces
Centering upit (Screw type) : Pushing force 10000 kg, Stroke 200mm
Ascent and descent unit: Pressure force 40000 kg, Stroke 1 000 mm
Roll over unit (Drum chain driving): Roll over angle 180°
! | Clamping unit: Clamping force 8 000 kg, Stroke 230 mm
Skin drying | Naigairo 1 | Hot blowing recirculation system: Temperature 100~-250°C
furnace Effective dimension: 3 000W x 800H x 2 6000L
) i Capacity tonnage: 15 t/1 block x 6 block
i | Fuel: Butane-air gas
: Rolter {Chain driving): 318.5¢ x 2 450
Roller pitch: 1 600 mm
Roll over 15C 1 | Upper table: 318.5¢ % 2 700 L x 5 pieces
assembly Lower table: 318.5¢ % 2 700 L x 6 pieces
machine

Centering unit (Screw type): Pushing force 3800 kg, Stroke 200 mm
Ascent and decent unit; Pressure force 14 000 kg, Stroke 800mm
Roll over unit (Drum chain driving): Roll over angle 180°
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Table 2 Specifications of core knock out machine
(Maker: OMCO-PAGBORN)

Facilities ‘Number ‘ Specification

Dimension: 5000 x 5 000 x 4 500H

Cabinet 1
L.oader 2 |Capacity tonnage 30t
Turn table 3500¢ x 870H, 1Ir.p.m,
Driving speed 7 m/min
Roto blast! 5 |Type 195-4RI
unit Total shot: 145.2 t/br
Duct 2 Type: Bag-filter
collector Blower capacity 850 m/min
‘ Blower head 200 mmAq
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Facilities

Maker Number Specification
Roller Kawasaki 7 | Roller {Chain driving): 318.5¢4 x 2700
table I%[lecil:lr_ic & Roller pitch: 800 mm
ac méo_ Ltd. Capacity tonnage: 30t
Carriage speed: 30 m/min
Boring Kuraki 1 | Boring ability: 10 x 6 pieces, PCD 500 mm
machine Spindle: Rotary number 800 r. p. m.
Forward speed 80~-240 mm/min
Ascent and descent distance 930 mm
Cutter Noritake 1 | Diameter of grind stone: 610¢ x 4.5
Rotary speed: Max 3800 m/min
Rotary number: 1980, 2640, 2 shift
Roll over ISC 1 | Upper table: 318.5¢ x 2 700 % 6 pieces
machine Lower table: 318.5¢ % 2 700 % 5 pieces
Centering unit (Screw type): Pushing force 6.4t
Stroke 380mm
Ascent and descent unit: Pressure force 14.8¢
Stroke R 500 mm
Roli over unit (Chain driving) : 186°
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