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JAPANESE INDUSTRIAL STANDARD J18

|| ) Shotblast

1. Scope

This Japanese Industrial Standard specifies the shotblast equipped with
the centrifugal type shotblast device to be used for the polishing process
of casting products mainly.

B 6614-1989

Remark: The units and numerical values given in { } in this Standard
are based on the traditional units and are appended for
informative reference.

2. Definitions
For the purposes of this Standard, the following definitions apply.

(1) shot Steel grains blasted by the shot blast device to polish the surface

. of products.

(2) shotblast by batch method Put one batch of products in the blasting
room and take them out after polishing the produects, but the shots
are not blasted at the time when taking the products in and out.

(3) shotblast by continuous method Put the products into the polishing
room continuously and take them out after polishing and the shots are
blasted at both times when taking the products in and out.

(4) shotblast quantity Mass of shots per min within the rated output
of the electric motor of the blasting device.

(5) shot blasting speed Speed of shots at the time when they start from
the blasting device.

(6) shotblast distribution State of distribution of the shots blasted from
the blasting device.

. (7) quantity of shot to be disposed separately Total mass of the shots,
silicas sands, etc. to be disposed by supplying to the shot separating
device.

(8) separating efficiency of shot Efficiency given by mass percentage
of shots to the total mass after separate disposition.

(9) blade Part made of abrassion prbof cast iron to let shots fly in the
air by accelerating them.

(10) blade disk Disk to rotate with blade fitted.
(11) control cage Cylinderlike part to adjust the outlet for shots.

(12) distributer Part to supply the shots uniformly to the outlet of the
control cage.

' Applicable Standards and Reference Standard: See Page 15.
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(13)

(14)

(15)

(16)

(1n

wheel diameter Diameter of the outside periphery of the blade fitted
to the blasting device.

cutgate Controller for the quantity of shots to be supplied to the
shot blasting device.

polishing To clean the surface of casting products and the like by
the blasted shots and the like.

number of stations to be polished Number of the stations to be polish-
ed concentratively at the time of the shot blast of continuous method.

number of times per minute of ventilation in the polishing room
Number of times per minute for ventilating the air in the polishing
room.

3. Classification

3.1 Classes by Working Method The shotblast shall be classified into

the following two classes according to the working method.

(1)

(2)

Batch Method Method to supply products intermittently for polishing
them.

Continuous Method Method to supply products continuously for
polishing them.

3.2 Classification of Products according to the Handling Method The shot-

blasts shall be classified into the following seven classes according to the
handling method of product.

(D
(2)

(3)
(4
(5

(6)
(7

4, DPer

Tumbler Type Method to polish products with tumbling them.
Turntable Type Method to polish products with putting them on

a turntable.

Hoist Type Method to hang products at a hoist or a crane, and
polish them by letting them rotate.

Clamp Type Method to clamp products and polish them with letting
them rotate.

Conveyer Type Method to polish products with letting them trans-
port by conveyer.

Shaking Type Method to polish products with shaking them.

Cage Type Method to put products into the cage and polish them
with revolving.

formance

The performance elements shall be as follows.

Furthermore, the reference value for the performance shall be subjected
to the agreement between the parties concerned with delivery.
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(1) Shot Blasting Device The performance of the shot blasting device
shall be expressed according to the following:

(a) Shot Blast Quantity The shot blast quantity shall be mass per
minute and given by (kg/min).

(b) Shot Blast Speed The shot blast speed shall be the speed of shot
when it separates from the blasting device and be given by (m/s).

(2) Shot Separating Device The performance of shot separating device
shall be expressed by the following:

(a) Quantity of Shot to Be Disposed Separately The quantity of shot
to be disposed separately shall be the total mass of the shots, silica
sands, etc., supplied to the separating device, and be given by

(kg/min).
(b) Separative Efficiency of Shot The separative efficiency of shot shall
. express the percentage of mass of shots to the total mass including

the remaining quantity of silica sands and the like after the sepa-
rative disposal and be calculated from the following formula.

mass (kg) of only the shots
Separative efficiency _ after separation (kg)
of shots (%) ~ total mass (kg) of shots after
separation, remaining silica sands
and the like after separation

x 100

When this performance is expressed, the class and grain size of shot
material shall be appended.

Furthermore, the indicating method of shotblast distribution is given for
informative reference.

shots blasted from the blasting device, which is
expressed as given in Informative Reference
Table. -

. Informative reference: Shotblast distribution Distributing state of the

Informative Reference Table Shotblast Distribution Table

Blasting Range A B C D E F G

<

Quantity of shots blasted in
each range of blast (kg)
total blasted quantity (kg)

x 100 (%)
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Wheel diameter

5. Test Methods and Inspection Methods

5.1 Shot Blasting Device The precision inspection methods and perform-
ance test methods of the shot blasting device shall be as follows:

5.1.1 Precision Inspection Methods The precision inspection methods of
the shot blasting device shall be as follows:

(1) Balance Inspection of Revolving Part Revolve the blade disc and
measure the degree (g-mm) of unbalance at the specified revolving
speed by the balancing test machine specified in JIS B 7737.

(2) Joint Clearance Inspection of Revolving Part Measure the maximum
size and minimum size of this clearance by a scale with revolving
the control cage and the distributer.

5.1.2 Performance Test Methods The performance test methods shall be
as follows:

(1) Shotblast Quantity Test Method

(a) Supply shots to the shotblast device through the cut gate within
the rating of electric motor and blast them. Measure the blasting
time (not shorter than 10 seconds) at this time and weigh the
total mass of the blasted shots. Provided that where the blasted
guantity within the rating of electric motor can be set according
to the opening of the cutgate, the discharge from the cut gate
may be weighed without passing through the blasting device..

(b) The shotblast quantity shall be obtained from (a) and, given in
(kg/min).

(2) Shotblasting Speed Test Method

(a) Measure the wheel diameter and the revolving speed.
(b) The shotblasting speed shall be calculated according to the
following formula and be given in (m/s).

Shotblasting speed (m/s) =
@ x wheel diameter (m) x revolving speed (r/s)
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