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pecial products demand
Simaginative manufacturing

solutions. Boccacci foundry
in Piana Battolla dedicates half
its production to supplying large
iron frame castings for stone cut-
ting machinery.
Cramped conditions in the 30
year old foundry encouraged
owner Fabio Boccacci to plan a
brand new automated moulding
bay and pattern store linked to
the existing floor moulding and
casting area.
The result is a remarkable trans-
formation in which IMF working
with the foundry has created a

110 metre long Fast Loop capa-
ble of handling 7 x 2.6 metre
moulding flasks at 3 to 5 moulds
per hour.

The IMF Fast Loop is fully inte-
grated with pattern storage and
preparation. Patterns are
retrieved by transfer car from
their vertical storage racks,
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placed in their flasks and moved
through the pattern section of the
line. Flasks progress automati-
cally to be filled by an IMF
T36/30S 30 tonnes per hour
articulated mixer delivering furan
sand. This station incorporates a
vibrating table and two full-
length movable platforms to
enable operators to place cores
and chills in the centre of the
large moulds. After filling,
moulds enter a section of the line
with an elevator at each end
where a bypass facility enables
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A Certain Future

ife, particularly foundry life
Lhas many uncertainties. But

allowing chance to dictate
our future is ill advised. IMF has
always held as a prime aim the
will and desire to provide our
customers with the best possible
advice both technical and com-
mercial. Our knowledge and
information helps in creating a
worthwhile partnership with our
foundry customers, one which
has as its goal the more effective
manufacture of castings to serve
the enormous range of applica-
tions around the world.

The information we can provide
towards their goal gives us a
return. It drives our own activity.
It is our investment in the visions
and beliefs that foundries have in
their own future. Knowledge of
the market is, in fact, the only
way to decide our future and
knowledge only grows through
being well informed.

This assumes an exchange of
information. On many occa-
sions IMF has participated in and
even organised conferences.

At GIFA, we are delighted to be

hosting an Overseas Trade
Conference on 13th June, in co-
operation with the Japan Cast
Iron Foundry Association. They,
together with European
Foundry Associations and the
American Foundrymen’s Society
will all be represented on a day
when Round Table discussions
will evaluate commercial and
technological trends, challenges
and opportunities.

The future need not be so uncer-
tain.

0 G. Galante
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one to "leapfrog" over another,
adding another dimension to
mould movements.

At the heart of the line a rotating
roller conveyor enables moulds
to turn through 900. Essentially
this is the lateral link for mould
halves or empty pouring plates to
be transferred to or from the cast-
ing bay.

Further down the line flasks enter
the painting section. Here a
manually operated manipulator
picks up the mould halves orien-
tating them for flow coating over
a long triangular trough
equipped with a paint recirculat-
ing and filtering system.

The IMF manipulator is all
hydraulically operated.
Proportional valves enable its
movements to quickly but gently
handle the 7 metre long moulds.
In the final stage, painted mould
halves enter a 23 metre long tun-
nel drier. The tunnel section and
elevating transfer car are double
decked to providing a return line
for empty pattern plates.

Back in the centre of the Fast
Loop, copes and drags cross the
line to the rotating roller convey-
or and are transferred to the cast-
ing bay by car. A semi-automatic
roll over device rotates the copes
for mould closing by overhead
crane.

Full production is expected from
mid July 1999 and the plant will
accommodate all full and half
length flasks. Dr Boccacci pre-
dicts that 95% of the foundry's
current floor moulding will be
transferred to the IMF line.

0 F. Boccacci
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FASA CONTINUOUS TO INVEST WITH IMF

ASA’s ( Fonderie et Ateliers
FMechanique d’Ardon SA )

remarkable year on year
investment programme has made
it one of Europe’s most modern
iron foundries. Last year it once
again approached long term part-
ner in No-Bake, |.M.F. , to dou-
ble the cooling and casting
capacity of the original Fast Loop
moulding plant commissioned in
1992. Within the constraints of
the existing building I.M.F. con-
structed a second level, incorpo-
rating a new transfer car that can
elevate moulds to the top level

Filling the moulds at FASA’s

for casting. Fully programma-
ble the system automatically
selects the right mould for casting
and provides crucial flexibility as
well as increased capacity within
FASA’s jobbing foundry. FASA
produces around 1500 tonnes
per year of grey, ductile, white
and austenitic alloy iron castings.
Its principal products include
valves and pumps, notably for
the water industry, general engi-
neering and machine tool cast-
ings, mostly for its Swiss home
market. The company has diver-
sified into machining and fabri-

. The
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cation in a big way enabling
FASA to deliver fully finished
products to a broad customer
base. Furan and greensand are
the moulding processes used
while cores are produced in
alkaline phenolic ester bonded
sand or in furane for the largest
cores. Mechanisation and
automation of moulding began in
earnest in 1988. Furane No-
Bake moulding, introduced for
increasingly complex castings,
was originally a manual opera-
tion and the largest, up to
1500kg continue to be made this

way in boxed moulds. However,
in 1992 FASA made the second
of its major investments in
moulding, installing the Fast
Loop line. In 1996, with further
impending legislation restricting
dumping of sand, FASA asked
I.M.F. to install a thermal sand
regeneration plant, capacity
500kg per hour. The reclaimer
uses short wave infra-red radia-
tion to heat sand in a fluidised
bed, proven technology that
enables FASA to treat up to 30%
of its mechanically reclaimed
sand at a cost estimated at about
one third that of importing new
sand and dumping used material.
As well as supplying a labour
saving No-Bake moulding plant
designed to match the expecta-

tions raised by fully automated
greensand production, I.M.F. has
helped FASA equip its coremak-
ing facilities, reorganising large
manual core and mould produc-
tion with a mechanised carousel
while the enclosed coreshop for
small and medium sized cores
features two Disco 4 coreshoot-
ers. Each has the capability of
producing four different cores
per cycle in horizontally or verti-
cally split boxes on its rotating
table. The first, larger machine, a
300 was installed in 1989 fol-
lowed the next year by a smaller
100 machine. Soon FASA
expects to add further to its core-
making resources with a Disco 4
200 machine.

OA. Poggi

Work flows faster with new mixers

ustained investment has
Screated an extremely flexi-
ble automated production
facility at Schmolz &
Bickenbach’s carbon and stain-

less steel foundry in Krefeld,

Germany . A trend towards larg-
er and heavier castings, howev-
er, put a strain on hand molding
capacity and peripheral equip-
ment which a new design of
mixer from IMF has resolved.

At 400 tonnes per month of high
quality steel castings weighing
up to 18 tonnes. Schmolz &
Bickenbach’s hand molding sec-
tion relied upon two articulated
mixers with an hourly capacity

of 18 tons and a range of 4.5 m,
supplying additive free silica
backing sand. Facing sand, usu-
ally chromite, was prepared in
separate pan mills and trans-
ferred in containers to the
molding flasks. The operation
employed five people on each
pan mixer with above standard
output encouraged through
bonus payments.

With  molding capacity
squeezed, a shortage of space
and excessive waiting time for
overhead cranage, Schmolz &
Bickenbach examined possible
solutions.

A study of the work organization
confirmed the excessive
demands on the crane over a
seven hour shift. Sand transport
accounted for 30%, other tasks

Detail
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50%, dwell times 15% and con-
gestion 5%. Waiting times
amounted to 105 minutes per
shift and work group. On aver-
age each pan mill runs for 1.2
hours per day- 17% of shift
time-equivalent to 21 tons. Sand
to metal ratio, is typically 4:1.

Now there is no need to process
facing sand in a separate pan
mill and transport it using con-
tainers and crane. Container
dumping of sand into the upper
flasks is also no longer required.

Significantly,the shop crane is
released for other tasks with no
waiting time. Benefits in casting
quality are also anticipated with
the facility to introduce selected
additives to the silica sand.
Schmoltz & Bickenbach esti-
mates initial savings due to
improved productivity of some
DM 70,000 per pan mill.

O W Gries / M. Ingegnoli
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