Dr. Die Cas

Making Scrap with Perfectly Good Metal

How would I do that? A better
question might be, why would I
do that? I visited a relatively new
plant that had a problem with
“hard spots.” They damaged tool-
ing daily and did not know why.
At the worst, they thought maybe
a porosity void in the casting cre-
ated an interrupted cut that broke
the tooling. Are there any readers
ready to voice a solution?

What we found was a furnace
layout that was nearly impos-
sible to properly clean. The one
large access door to the main melt
chamber was too close to the wall
for a cleaning tool to reach the
back wall and/or dredge the floor.
When you probed the dip-well, in
the words of the supervisors who
were probing the bottom of the
furnace for the first time, described
the floor as feeling like a creek
bed. Those were the oxides that
were destroying their tooling. They
could never be removed with the

current layout.
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The solution in the above case
was painful. Move the entire cell
away from the wall by at least two
feet, preferably three feet. Fortu-
nately, the aisle was wide enough
to get away with it.

Ergonomics, furnace cleaning
and long-term maintenance costs.
At the other extreme was a plant
that had three melter/holders with
two dip-wells per furnace. They
supported six machines. When
I asked the owner how often he
replaced the lining in his furnaces
he was shocked. He said, “we had
never in eighteen years.” Then I
was the one shocked and insisted
on meeting the furnace operator.
Let us say, he was less than aver-
age height. Why that is important
is that I was preparing to install
a new, larger capacity furnace. I
wanted to ensure that he would be
able to properly reach the furnace
back walls and floors in order of
provide the same level of clean-

ing he was able to achieve on his
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current furnaces. The standard that
would establish the level to the sill
were the current furnaces. When

I showed the furnace operator the
height I was proposing, he then
shared that one of the existing
furnaces hurt his shoulder when
cleaning it. It was one inch higher
than the other two. The sill of the
new furnace was then established
based on the sill-level of the two
that did not hurt his shoulder.

Cleaning a furnace properly not
only extends the furnace life but
improves the quality of the metal
and reduces “melt-loss” below in-
dustry standard expectations.

A properly trained furnace
operator is an investment in cast-
ing quality and reduced long term
maintenance costs.

Furnace and Flux suppliers are
both great sources for proper furnace
cleaning and maintenance training.

Consider having members of your
metal melting team attend the one-
day NADCA: ED-302-3 “Metal
Melting and Handling” course.
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