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THE 3 FUNDAMENTALS FOR EFFICIENT
FOUNDRY BLAST CLEANING
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FACING THE TRUTH

FACT:

ompanies blast cleaning, experience poor
nger than necessary cycle
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Type of blast equipment is available (Air blast / Wheel Blast)

ne castings are

before cleaning
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THE RIGHT ABRASIVE FOR THE JOB

Aluminum Castings

Most blast machine manufacturers would recommend a small sized stainless
steel shot. Aluminum castings may also be cleaned using low carbon steel shot
which is much lower cost than stainless steel and typically does not leave any
ferrous residue on the surface of the parts

Steel/Iron Castings
Depends on the size of the cas’rings and the machine ’rype but ’rypical shot sizes

The rule of thumb is always use the smallest size shot that will remove the
heaviest contaminant. The smaller the shot the greater the number of impacts
per minute, the shorter the cycle time.




HIGH CARBON STEEL SHOT

r o)
Used a lot in foundries for removing sand.

Removes sand very efficiently from castings

Increased blast machine wear parts erosion due to the amount of
scale on the surface of the new shot particles

Higher amount of dust generated during blasting over low carbon
alternative

Cons:

er than low carbon due to the amount of stress
izing process.




LOW CARBON STEEL SHOT

hOS5%
Used a lot in foundries for removing sand.

Can be used to clean aluminum castings effectively due to lack of
scale on the particle surface and low carbon content

Removes sand very efficiently

ility compared to high carbon steel products due to
i nerated during atomizing.




TOSCELIK Granil

Va

~Abrasive Feed Spout

The Blast Wheel

The 'HOT SPOT'

Blast Pattern




BLAST WHEEL
AlM

10% Movement out of alignment can
reduce efficiency by up to 35%
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BLAST WHEEL BLADES - READING THE SIGNS

: What's causes this type of
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CENTRE IMPELLER WEAR

Worn impellers
cause the
- base of the
- D wedar
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WHEN TO CHANGE BLAST WHEEL CONTROL CAGES?

Control cages should be
changed when the
chamfer is worn away.

Keep in mind the ratio of
movement of the control
cage to the hot spot is

2 hamfer is 5"
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» Ratio of movementis 1:12
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MAXIMIZING SHOT VOLUME

Means hitting the parts with the maximum
number of impacts per minute to keep
cycle times to a minimum.

Keeplng Ammeters in good worklng
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OPERATE AT MAXIMUM SHOT LOAD!

Each Amp between the No
Load for the blast wheel motor,
and rated Full Load is
equivalent to 13kg of media
per minute
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BLAST WHEEL MOTOR
AMPERAGE CHART

ELECTRIC MOTOR

Power Rating

15hp
20hp 24
25hp pL]
30hp 34

40hp 45
50hp 56
60hp 65
75hp 80

Note: Each Utilized Amp is equal to of abrasive per minute!
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TROUBLE SHOOTING

Insufficient media in the

hopper

Blocked feed pipe

Shot valve open too much
(system “chokes™)

—~ -

Worn center impeller, ® T
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A MAJOR EFFECT ON BLAST MACHINE
EFFICIENCY iS LACK OF ABRASIVE VOLUME

What is Wrong with these
two separator’s settings?
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AIR WASH SEPARATOR
THE BLAST MACHINE COST CENTRE!

Extraction air will take the easiest path through the gaps in

: ST IR the media ‘curtain’ leaving dust or sand to fall into the work
s \ i f*._ i mix hopper. of sand by volume in the work mix

: ' ' reduces the life of blast wheel components by as much as

s
foe ”‘ Air velocity increases through the gaps also, pulling useful
At = oy 8 shot into the waste bucket below.
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AIRWASH SEPARATOR OPERATION

dust to
the




FACING THE TRUTH

? outof 10

Companies blc :
40% of usable abrasive due to incorre
wash separators.

It is essential to check that there is a full abrasive
curtain in the separator and usable abrasive is NOT
being lost into the waste.
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AIR WASH SEPARATOR
WITH ENOUGH ABRASIVE
FLOWING
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DUST COLLECTOR
THE BLAST MACHINE'S VACUUM CLEANER

abrasive Op

by volume of sand in the shot
operating mix can reduce the life of
wheel assembly wear components by as

much as

Insufficient extraction from the blast
cabinet causes dusty unacceptable parts



Work Mix Too Coarse Increased Cycle Time
Work Mix Too Fine Increased Cycle Time

Sand/fines Contamination Fast Wear Plate Erosion

Increased Separator
Particle Size Removal Increased Media Consumption

Unbalanced Abrasive Unacceptable Cycle Times
Working Mix Unacceptable Surface Roughness
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