CASTINGS FOR

HEAT TREATMENT
PLANTS

CAST HEAT-RESISTING STEEL JIGS,
FIXTURES, AND TOOLING

For All Furnaces

For All Processes

Pit Type Furnaces Annealing

Box Type Furnaces Carburizing
Sealed Quench Furnaces Nitriding
Continuous Pusher Furnaces Hardening
Shaker Hearth Furnaces Tempering

Salt Bath Furnaces Carbo-Nitriding
Roller Hearth Furnaces Normalizing
Bogie Hearth Furnaces Stress Relieving
Bell Furnaces Brazing

Cast Link Belt Furnaces Patenting

Mesh Belt Conveyor Furnaces Enamelling
Overhead Conveyor Furnaces Sintering

Rotary Hearth Furnaces
Rotary Retort Furnaces
Walking Beam Furnaces
Continuous Strip Furnaces
Vacuum Furnaces
Ceramic Kilns

Cement Kilns
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HEAT TREATMENT JIGS AND FIXTURES

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.

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

PIT FURNACE STACKING FIXTURES

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™*
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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.

Furnace Approx. | Approx.
inner rack load
dimensions weight |carried at
kg. 950°C.
kg.
1% D
500 800 50 200
600 1000 140 300
700 1100 220 380
900 1800 530 830
1200 2000 750 1800




BHOILF2ITANd LNFAITIS INCOHd ¥ 1L¥d ATYI¥ANO2EE 21 d9dH J2d1A0d HOILFINE O M«

) ssuoneodde pazierads 107 suomppE .o,._m.gcmﬁﬂioqﬁ i LIRS i At ;.g.:._.,...:.-.vu_ _.E.r_ﬂ.n.a_ "PO01aT ATyl 07 10 P17 Ay} 07 IUa patiy
‘wasIun s awos ‘shofe Amjeudond pue suoreiipaads IaT0 SNOTRA IR a8t L SAOY 1810, mﬂ._".ﬂ TaTean © WO mﬂdﬂ o med_u 10 .Hm_.ﬂ_ﬂmhmn_ m_.ﬂ_ﬂ._m apd
J ® Jo w1} uo peontd ag Anur sarnyy SwmETRT] asa]]
0sEl 091 0ozt 006G yStam
0o 0g ooot oo e Y] Tay e ]
NEg ne nog nos Iapun WINgap s o)
2 I fww Latgy a
R _”_Mwm 2y 0 _ ' peuSEap i H
e ﬁwgu mifran _. o5 sped 107 pm H
pEOT aFEY STIOTSTAUFTR i “a%a s7r03 ‘sadnd & U
xorddy | wonddswy FaTmI] mﬁm_wﬁ mmm s ¥ H
L= THaT  I0J [ i 4 - 1
asn mnonaed MW . .,.?M_ . M_W.._.r?.,mw
wianea Apoedea-ySam-azig el 10 st oddy sm]

SFENLXId ONIONVYH

sued aow amgeracra] ] ]
PRIy Lo &2 mmumﬂﬂﬂﬂmm mﬂﬂmﬁﬂm|ﬂwﬂﬁ§£ *NEYTRY [PUIRI J0 20UBISISIY o0 ] - : ¥l £n | E £ | SL05E0 | 61T | ER-FD XH
ym.ﬂﬁﬁgﬂamu 105 mmwﬁﬁﬁm mﬂﬂuﬂwﬁ.ﬁ_. 0} dn worsosrog se2 ety o} 20TmETsaI YETY

“aourestsad snydns 100 Apanstsal

FjUawiala BUTIRAT] 188D ‘Samiy BUawetry atnoaga yETY Eumeos-uou Jo saifep YRy E = g £0 | §E 2| SL0°FE0 | #I-0T | E9-8% MH
Je0001
samxy pue s2U Bumauang 0 dn anBuey [EweT) 0] s0URYSISAE PUR WIBUANE | 0EE | L6EY | £ &0 | 5E L | SL0eE0 | TELT | T LiE [H
daara paoumIa LA Hhe TH 0 FEIhEn

"ga0euRy axatyds oumE raTp0 D010 T 0F il TOTRZTIO RS (TR TIOTRpTHD i ) i T i i
PUE STZTMGIED U SFaquiawr STnman pRO | oOU[s [RURAT 0f souegstsa]—mndod s o] et | L62°F 4 $0 st L |sL0nee0 | LTmel | Levek LH
syed aaenny Swpum se2 pue Buzeig ki T1E | L2 % 1 0 c it C0E0 | £Eal | LEEE MH

s . Emads ur 0,007 03 o satates poog)

"8 0BT PAIT] [10 T O 0%6 o dowots ona o agdins i i ) e i §

AT BTHAWET ‘sa 0] JURTHET ‘SHT]S 20RTHLL] (PR SEE il TOMRREO 0] 20UR|SISAT JUIA[[a0XT ol ¢0 £ £ 0T Teer | el 'H

Bnoho TEWRFAT) FOJ ATREIHLETI[]

"SUTR] Juauras ‘saferd UpRaT] ‘SI007 a0RUINL] A0¢ 0 T8 SRl aangns pue mRuans yE

0718 | L6EW & &0 c L @0-E0 | BIFE | TE-EI HH

: D0 Eg 1 ameadua
SUTP e 2 sageiiny BURipIEY patessla RlsU0a e BuRag prOT J0] G605 | LAEY g £ T z 00 | BERE | FI-TI HH
ENONUTU0D U sfaquiaws Bunmag pro AR G Sl S .Emwm_hm daasn yEn

ETas g
b b im®
151w |Wigy | zzer | D00 ST e | oan | W | wamceg
sped pum ssaoord Eordd ] SOT}ETIAIORIRI) o L £ ! AU
2
suoneaipaads 1sama AYLSIAHD He Ao

*SAOTIV d¥V1NdOd AN0S



CONTINUOUS PUSHER FURANCES TRAYS

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:
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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
productivity—A significant
percentage of output when compared
on a Kg/hr basis.

Tray | Carrying

Size | L w I;I:(?gl- weight| capacity
Kg. Kg.

1 | 500 | 500 | 500 |25-30 |up to 160

2 | 550 | 550 | 600 |30-40 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.




