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Fig. 2.20 Basic dimensions of mold before and after squeezing.

Rys. Wspotczynnik $cisliwosci

2013/A | 2013/8B L 2120/30/A l 2120-/30/8B | 2120/30/C l Z2070/A | 2070/8B

950 mm (37.47)
700 mm (27.56")
25 mm (1.07)

950 mm (37.4™)
800 mm (31.57)
25 mm (1.0")

850 mm (33.5")
650 mm (25.6")
25 mm (1.07)

730 mm (28.7")
650 mm (25.6")
25 mm (1.0")

775 mm (30.5")
600 mm (23.62")
25 mm (1.07)

650 mm (25.6™)
535 mm (20.7")
20 mm (0.78")

A 600 mm (23.862")
B 480 mm (18.9")
c 20 mm (0.78")

Fig. 2.01 Standard pattern plate. Overall dimensions for different DISAMATIC
molding machines.

Rys. 1 Standardowa ptyta modelowa. Wymiary gabarytowe dla r6znych maszyn formierskich
DISAMATIC



g

\C

Fig. 2.02 2013 DMM. STANDARD PATTERN PLATES (Assembly sketches)

Rys. 2 2013 DMM
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Fig. 2.04 2070 DMM.

Rys. 3 2070 DMM



Fig. 2.15 Utilization of surface area.

Rys. 4 Wykorzystanie obszaru powierzchniowego
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CASTING MODUL TOTAL PATTERN TOP SIDE BOTTOM
WALL HEIGHT EDGE EDGES EDGE
THICKNESS SOLIDIFICATION (without pattern plates) "A" "B" "gh
mm in. cm in. mm in. mm| in. mm in. mm in.
0- 30 0- 12 40 16 40 1.6
30- 60 1.2-2.4 40- 60 | 1.6-2.4 40- 60| 1.6-2.4
60-100 2.4- 3.9 60- 80 | 2.4-3.2 60- 80 | 2.4-3.2
0-10 0-0.4 0-0.5 0-0.2 70(2.8
100-200 3.9-7.9 80-100 | 3.2-3.9 80-100 | 3.2-3.9
200-300 7.9-11.8 100-120 | 3.8-4.7 100-120 | 3.9-4.7
300-400 | 11.8-15.8 120-140 [ 4.7-5.5 120-140 | 4.7-5.5
0- 100 0- 3.8 50- 90 | 2.0-3.5 50- 90 |2.0-3.5
100-200 3.9-7.9 90-110 |3.5-4.3 90-110 | 3.5-4.3
10-15 | 0.4-0.6| 0.50-0.75| 0.2-0.3 70|2.8
200-300 7.9-11.8 110-130 | 4.3-5.1 110-130 | 4.3-5.1
300-400 | 11.8-15.8 130-150 [ 5.1-5.9 130-150 | 5.1-5.9
0-100 0- 3.9 60-100 | 2.4-3.9 60-100 |2.4-3.9
100-200 3.9-7.9 100-120 | 3.9-4.7 100-120 | 3.9-4.7
15-20 | 0.6-0.8| 0.75-1.0 | 0.3-0.4 80 (3.2
200-300 7.9-11.8 120-140 [ 4.7-5.5 120-140 | 4.7-5.5
300-400 | 11.8-15.8 140-160 | 5.5-6.3 140-160 | 5.5-6.3
0-100 0-3.9 70-110 | 2.8-4.3 70-110 |2.8-4.3
100-200 3.9-7.9 110-130 | 4.3-5.1 110-130 | 4.3-5.1
20-25 | 0.8-1.0| 1.00-1.25|0.4-0.5 90 (3.5
200-300 7.9-11.8 130-150 | 5.1-5.9 130-150 |5.1-5.9
300-400 | 11.8-15.8 150-170 | 5.9-6.7 150-170 |5.9-6.7
0-100 0- 3.9 80-120 (3.2-4.7 80-120 (3.2-4.7
100-200 3.9-7.9 120-140 | 4.7-5.5 120-140 | 4.7-5.5
25- 1.0- 1.25- 0.5- 100 |3.9
200-300 7.9-11.8 140-160 | 5.5-6.3 140-160 | 5.5-6.3
300-400 | 11.8-15.8 160-180 | 6.3-7.0 160-180 | 6.3-7.0
Fig. 2.16 The following table should be used as a guide only for 2013, 2120/B

and 2130/B.

Rys. 5 Powyzsza tabela powinna by¢ uzywana tylko dla maszyn formierskich 2013, 2120/B,
2130/B



Fig. 2.41 Standard gray iron pattern plate with fully machined brass patterns.

Rys. 6 Standardowa Zeliwna ptyta modelowa z catkowicie zmechanizowanymi mosi¢znymi
modelami.

mm (in)
PATTERN (0.04) (0.03) (0.02)
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Fig. 2.46 Graphical representation of pattern draft.

Rys. 7 Graficzne przedstawienie odchylen modelu



of surface coat material

1-2 mm (0.04 - 0.08") \ /,—Foam expanding resin
(wear resistant)

A e A

Vacuum suction hole <
Aluminium std. core mask frame

h_ - _ 7

Aluminium back plate—

Fig. 2.83 Cross-section through a typical core mask A = Cast into the Al frame
(2013, 2070 DMM) B = mounted on Al back plate (2120/2130 DMS)

Rys. 8 Przekroj typowej maski rdzeniowej

Supporting

Fixing loca
0 L surface

Clamping surfaces

Auxiliary locator

Positioning
surface

Supporting surface

Fig. 2.131 When the core is inserted in the mold, the clamping surfaces of the
locator keep the core in position by crush fit (1) and prevents the

~ L R S

Rys. 9 gdy rdzen jest wlozony do formy to powierzchnie dociskania (mocowania) elementow
ustalajacych trzymajg rdzen w ustalonej pozycji poprzez pasowanie (1) 1 zabespieczenie
rdzenia przed przechyleniem (2)




(a) Locator stud on core print on pattern (b) Locator stud on core print on sand core
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(c) Locator stud on core mask C+0.3mm

Fig. 2.141 Dimensiocnal tolerances for locator which can be applied in most
cases. On this sketch the clamping surfaces are crush-fitted, and the

supporting ones are size-to-size. However, for heavier cores an oppo-
site system may be applied.

Rys. 10 Tolerancje wymiarowe dla elementu ustalajacego, ktory moze by¢ stosowany w
wigkszosci przypadkow. Na szkicu powierzchnie dociskania sg pasowane przez wgniecenie, a
powierzchnie podtrzymujace przez wymiary.

(a) Locator stud on core print on pattern (b) Locator stud on core print on sand core
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(c) Locator stud on core mask C+0.3mm

Fig. 2.142 Dimensional tolerances for locators applied in a case where the core
requires higher stability in the core setter mask. On this sketch,
the clamping surfaces are cruch-fitted and the supporting surfaces
are size-to-size. For heavier cores, the opposite fit system may be
applied.

Rys. 11 Tolerancje wymiarowe dla elementdéw ustalajagcych stosowanych tam gdzie rdzen
wymaga wiekszej stabilno$ci w wykroju maski rdzeniowej. Na szkicu powierzchnie
dociskajace sg pasowane przez wgniecenie, a powierzchnie podtrzymujace przez wymiar.



Fig. 2.143 Typical core locator studs for cores for vertically parted molds.

Rys. 12 Typowy element ustalajacy podporek rdzeniowych dla czgsciowo pionowych form.

(a) Locator stud on pattern plate (c) Locator stud on sand core
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(b) Locator stud on core box
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Fig. 2.144 Dimensional tolerances for dowel locator studs used for small cores.

Rys. 13 Tolerancje wymiarowe dla prowadzacego elementu podporek rdzeniowych dla
matych rdzeni.
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Fig. 3.10 Standard Gating Nomogram for Iron Alloys.

Rys. 14 Standardowy nomogram doboru wlewow dla stopdéw zeliwnych

A =MIN. 70 mm
B =MIN 60 mm
C = MIN 50mm

Fig. 3.14 Pattern plate lay-out used in the example.

Rys. 15 Rozmieszczenie na ptycie modelowej
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Fig. 3.16 Gating and runner areas are a direct output from the gating nomogram

nsina inmnmt data from Fia.
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Rys. 16 Sposdb doboru powierzchni przekroju wlewu doprowadzajacego
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SIZE A AR

NO.: MM MM
MIN.SIZE 1 5 75
2 6 108
3 7 147
4 B 192
5 9 243
6 10 300
7 n 363
8 12 432
9 13 507
10 14 588
n 15 675
12 16 768
13 17 867
14 18 972
15 19 1063
16 20 1200

Fig. 3.17 Shape of a trapezoid standard runner.

Rys. 17 Standardowy wlew rozprowadzajacy
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1 WEAR PLATE: NYLON 6.6
2 POURING CUP: PUR. SADOCAST 521
3 SCREWS: M6 x 12 - DIN 7991

w

M6 x 12
T ¢

EAR PLATE ®

GEOMETRY OF POURING CUPS

cup MEASUREMENTS IN MILLIMETERS Area | Ares f;:,igﬂ

NO. a0 | welght | Efn-

A B [ D E F G H | K E M | (mm®) | (mm?) jgos/sec) ko- | clancy

1 8 33 | e6 | @86 | 8 16 50 | 38 | s8 30 | 46 | 25 | 221 | w2 1 10 | 1

2 n a6 | 72 |we2z | w0 | 20 | 54 | 40 | 66 32 | 53 | 28 | 4@ | 300 [ 2 16 | 13
3 14 3g | 78 |98 | 12 | 24 | s8 | 42 | 74 40 | 60 | 31 678 | 432 | 3 20 | 15
4 7 42 84 2104 14 28 62 44 8z 44 67 34 1000 688 4 2.7 1.6

5 20 45 | 92 |eno | 8 | 32 | 68 | 48 | 90 48 | 74 | 37 | 1384 | 7e8 5 3.3 | 15
6 23 48 100 216 18 36 74 52 98 52 81 40 1830 arz 6 4.2 14

7 26 51 108 8122 20 40 80 56 104 66 86 42 2163 1200 T 4.9 1.4

8 29 54 116 o128 22 44 86 60 12 60 a1 45 281 1452 8 5.6 14
9 3z 57 124 8134 24 48 92 64 120 64 96 48 3422 1728 9 6.4 14
10 35 60 132 2140 26 52 a8 .68 128 68 101 50 4094 2028 10 7.0 1.4

Fig. 3.21 DISA standard pouring cup and its data for ten different cup sizes for

Rys. 18 Standardowy zbiornik wlewowy

various flow rates.




CYLINDER

No. Diameter Volume Module

DR (mm) Vg (cm3) Mp (cm)

1 20 9.4 0.37

2 25 18,4 0.47

3 30 31.8 0.56

4 35 50.5 0.66

5 40 75.4 0.75

6 45 107.3 0.84

7 50 147.3 0.94

8 55 196.0 1.03

9 60 254.5 L.13

10 65 323.5 1.22

11 70 404.0 1.31

12 75 497.0 1.41

13 80 603.0 1.50

B 14 85 723.0 1.59
= LY 15 90 859.0 1.69
= 16 95 1010.0 1.78
17 100 1178.0 1.89

R3
SPHERE

No. Diameter Volume Module
Dp (mm) Vg (cm3) M. (cm)

- 1 20 ) 0.33
2 25 8.1 0.42

3 30 14.0 0.50

L. 4 35 22.3 0.58
5 40 33.3 0.67

6 45 47.4 0.75

D/6 7 50 65.0 0.83
8 55 86.5 0.92

9 60 112.3 1.00

10 65 142.8 1.08

11 70 178.4 1.17

12 75 219.4 1.25

13 80 266.2 1.33

14 85 319.3 1.42

15 90 379.1 1.50

16 95 445.8 1.58

17 100 520.0 1.67

Fig. 3.36. standard riser shapes.

Rys. 19 Standardowe ksztalty nadlewow



Fig. 3.25 Example of a typical layout drawing designed according to DISA stand-
ards.

Rys. 20 Przyktad projektu dla DISAMATIC



Formulas for calculating solidification modules (M) and
determination of required cooling-zone lengths.
SIMPLE FORMS COMPLEX FORMS
Geometrical Form Description hﬁggs;:‘m'{'?:” Geometrical Form Description mﬂf:’ﬁﬂ'g:ﬂ
D
f—
R
( ) Sphere =
\ ) 6
.
Angle —a-b
2 (atb)-c
D=2R Rh -
[ 2 (R+h)
N Short Cylinder
e ¢ h Dh
2 (D+2h)
D -
F . Cylinder o
~—1 | N with infinite —
| height (h}
~ A Rib on a-b
a Plate 2 (atb)—b
8 s d
- \ a
la Cube 5
-~ ~ a
h A5 g Bar
7 //,/ 2 with square peoBE L
- 2 (a+2h)
cross section
- Two crossing D
Plates 2
Bar with
2 //AZ trapezoid
2a™ cross section 0.43a
N e with infinite
T ! length (1)
23
d + -
Ring with T, - ‘
0 square fa sl
2 (a+h)
of cross section : =D < ; 2
. ‘ 5, Two crossing D-s
s N f Bars 2 (D+s)
i Hollow f i ‘ 1
g O Y7 Cylinder a ) J
] _Wh with infinite 2 : :
height (h)
Plate
a) with infinite i
length (a) and 2 o~
infinite width (b) Wi W
b) with length (a) __ablT | k ':\, Ring a‘b
and width (b) 2 (ab+aT +bT) n\ closed by .
\ ’ I 5 —
Bar a plate 2 (atb) - v
with rectangle ah g B 8
cross section 2 (a+b)
a) with infinite
length (1) abl
b) with length (1) 2 (ab + al + bl)

Fig. 3.33 The solidification module of the most compact part of the casting can
be evaluated by means of approximation of the above geometrical forms.

Rys. 21 Obliczanie modutéw dla réznych ksztattow



