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HEAT TREATMENT JIGS AND FIXTURES 
Design criteria for long service life has 
changed from bulk and rigidity to: 
• Alloy selection 
• Uniform distribution of thermal stresses 
• Dimensional accuracy 
• Weight distribution 
• Ease of loading 
• Unform quenching and diffusion 
• Multi-part assemblies for ease and 

economy of replacement 

Economic utilization of heat treatment 
furnaces calls for jigs with low weight 
coupled with long service life. 
 
Furnaces consume the same amount of 
energy to heat every pound (kilo) of 
jigging as they do for the components to 
be heat treated.  Reduction of deadweight 
is added productivity. 

The parts of the stacking fixture are 
shown here.  The exact shape and mass 
of the components to be treated will 
dictate the design and size of each part. 

Cast link belt and Sprocket for continuous cast link furnaces—designed for 
life long under shearing stress, friction and high temperature conditions. 

Size-weight-capacity values* 

Furnace 
inner 

dimensions 

Approx. 
rack 

weight 
kg. 

ø D 
500 
600 
700 
900 
1200 

800 
1000 
1100 
1800 
2000 

50 
140 
220 
530 
750 

200 
300 
380 
830 
1800 

Approx. 
load 

carried at 
950oC. 

kg. 

PIT FURNACE STACKING FIXTURES 





Castings for continuous furnaces are designed from a failure point of view—
considering the consequences of down-time.  Special considerations on 
continuous furnace tray design and manufacture are: 

CONTINUOUS PUSHER FURANCES TRAYS 

SPACE UTILIZATION: Placing of 
parts directly on trays—except in the 
case of large parts—will result in non-
utilization of head room.  Stacking 
assemblies can be designed for 
effective space utilization. 
 
THERMAL STRESS DESIGN: Good 
design by way of equal sectional 
dimensions and uniform weight 
distribution contributes to long tray 
life. 
 
DIMENSIONAL ACCURACY: 
Depending upon furnace output, there 
are between 20 to 80 trays, in  line, 
inside the furnace at any point of time.  
Small tolerances on each tray build up 
to considerable distances when 
multiplied by many trays and interfere 
with door closing and pusher action. 
 
Dimensional accuracy is maintained 
on all individual members of the 
stacking assemblies to ensure that 
components are held exactly on the 
horizontal, vertical or desired plane. 
 
LOW WEIGHT: As bulk has little to 
do with service life up to a point, 
every kilo reduction in deadweight 
contributes to an addition to 
p r o d u c t i v i t y — A  s i g n i f i c a n t 
percentage of output when compared 
on a Kg/hr basis. 

Size L W Head-
room 

Tray 
weight 

Kg. 

Carrying 
capacity 

Kg. 

1 
2 

500 
550 

500 
550 

500 
600 

25-30 
30-40 

up to 160 
Up to 180 

We offer design refinement on heat treatment jigs and fixtures—To increase the 
economy and productivity of your furnaces. 
Call us or write us your problems—or if you decided to review the total 
performance of your shop, supply us the following details for each of your 
furnaces.  There is no way that we cannot increase your profits. 

* Furnace Type * Process 

* Sketch and weight of components * Cycle (Heating, soaking and cooling) 

* Present capacity * Annual requirement needed 

* Working hours per day.  


