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Description

The present invention relates to a sludge-discharging cast molding method, and in particular to a sludge-
discharging cast molding method capable of substantially reducing the molding time.

A sludge-discharging cast molding method comprises charging an absorbing molding die, for example
made of gypsum, with a sludge (slurried granular raw clay), allowing the water contained in the sludge to pen-
etrate into the molding die thereby depositing the remaining granular raw clay onto the inner surface of the
molding die, thereafter discharging any excess sludge, opening the molding die after a predetermined period
of time has elapsed and removing the deposited product. This molding method is employed generally as a
method of manufacturing various kinds of sanitary potteries and the like.

UK Patent GB-A-1337492 describes a casting method in which warm air is circulated through the casting
to dry it.

However, the conventional methods described above have a problem in that the water content of the de-
position product does not transfer into the molding die until a considerable period of time has passed following
discharge of the excess sludge. Thus each molding cycle takes a long time.

Accordingly, an object of the present invention is to provide a sludge-discharging cast molding method ca-
pable of substantially reducing the standing time following discharge of the excess sludge and, accordingly,
capable of reducing the molding time thereby increasing the cycling rate of the molding operation using the
molding die and improving production efficiency.

Thus viewed from one aspect the invention provides a sludge-discharging cast molding method comprising
charging a water absorbing molding die with sludge, permitting sludge to deposit therein to form a deposition
product and discharging excess undeposited sludge from said die, characterised in that steam is introduced
into said molding die to heat the deposition product. After steam is introduced into the die and the deposition
product is thereby heated the die is preferably flushed with air or another substantially dry gas. Thereafter
the die may be released (opened) and the molding product taken out.

When the deposition product is heated following discharge of the excess sludge, the viscosity of the water
in the deposition product is lowered, thereby increasing the rate of transfer of water from the deposition product
into the molding die. This enables the mold to be released within a shorter period of time following discharge
of the excess sludge.

The molding die used in the present invention may be gypsum, but a die made of a porous synthetic resin
having water absorbing property may also be used. The molding die can be used for various kinds of sanitary
pottery such as western toilets, Japanese toilets and washing basins, as well as for various other kinds of pot-
tery.

The sludge charged into the molding die may be of the type conventionally used.

In the case of the manufacture of a washing basin, sludge is injected and then deposited for about 10 to
80 min., preferably, 15 to 60 min and then discharged. After discharging the sludge, steam is introduced into
amolding space of the molding die (the space previously occupied by the excess sludge) to heat the deposition
product.

Itis apparent from the results of the experiments described below that the water contained in the deposition
product is absorbed faster into the molding die as the introduction time of the steam is increased. However, if
the absorption occurs too rapidly, cracks may result in the final molding product. In view of the above, after
introducing the steam into the molding die, this state is maintained, preferably, for about 30 sec to 3 min., more
preferably for about 40 sec to 100 sec and, subsequently, air at ambient temperature is infroduced into the
molding die to discharge the steam.

Following the introduction of air into the molding die, this state is maintained for about 10 to 30 min., thereby
causing the water content in the deposition product to be absorbed into the molding die. After maintaining this
state till the deposition product attains a predetermined strength, the mold is released to take out the molding
product.

The molding product may then be finished into a pottery product using the steps of drying, glazing and
baking.

Preferred embodiments of the invention will now be described by way of example and with reference to
the accompanying drawings in which:

Fig. 1 is a cross sectional view of the die of Example 1;

Fig. 2 is a perspective view of the die of Example 1;

Fig. 3 is a bottom view of the washing basin of Example 2;

Fig. 4 is a plan view of the washing basin of Example 2; and

Figs. 5, 6 and 7 are graphs illustrating the results of the experiments of Example 3.
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Example 1

A western toilet was molded by the sludge-discharging cast molding method of the invention using a gyp-
sum die 1 as shown in Fig. 1.

At first, sludge (concentration of starting clay at 1250 g/l) at a temperature of 30°C was charged into the
gypsum die and then allowed to deposit for 100 min. The excess sludge was then discharged and steam at a
pressure of 0.2 kg/cm2 was introduced into the gypsum die 1 and this state was maintained for 50 sec in order
to heat the deposition product. Then, air at ambient temperature was introduced and, after maintaining this
state for 20 min. the molding die was released. A molding product, in the form of a western toilet, having a
required molding strength was obtained.

Comparative Example 1

A molding product was manufactured analogously to Example 1 except that no steam or air was introduced
into the molding die after discharging the excess sludge. However, it was necessary to allow the deposition
product to stand for about 40 min after discharging the excess sludge in order to obtain a molding product hav-
ing a molding strength capable of allowing the mold to be released.

It is apparent from a comparison of Example 1 and Comparative Example 1, that the standing time (for
water absorption) after discharging the excess sludge can be reduced to one half according to the method of
the present invention.

Examples 2, 3 and Comparative Example 2

A hand wash basin was molded by a sludge-discharging cast molding method using the gypsum die 2 as
shown in Fig. 2.

Fig. 2 illustrates an introduction hole 3 for air and steam, sludge discharging holes 4, a casting hole 5 and
temperature measuring holes A and B (temperature sensor insertion holes).

The clay starting content of the sludge used was 1250 g/l and the temperature was 34°C.

The sludge was introduced into the gypsum die 2, left to deposit for the time shown in Table 1, and then
discharged. Subsequently, steam at a pressure of 0.2 kg/cm?2 was introduced for 12 min in Example 2 and for
6 min in Example 3. Then the steam was discharged and, air at ambient temperature was introduced and the
die was left in this state for 35 min in Example 2 and 40 min in Example 3. Thereafter the molding products
were released from the molds.

In Comparative Example 2, air at ambient temperature was introduced into the gypsum die 2 following dis-
charge of the excess sludge and the die was maintained in this state for 35 min. Thereafter the molding product
was released from the mold.

Table 1
No. Depd§ition Steam Post-air
Time introduction | Introduction
time standing
time
Example 2 40 mins 12 mins 35 mins
Example 3 50 mins 6 mins 40 mins
Comparative 40 mins 0 min 35 mins
Example 2

For the molding products so obtained, the relative hardness was measured using arubber hardness gauge
at positions a to 1 as shown in Fig. 3 (bottom view for a washing basin 6) and Fig. 4 (plan view thereof). The
results are shown in Table 2. Of the positions a to |, k and | indicate positions at the inner surface of a side (a
side wall) of the washing basin, and j indicates a position at the back of an overflow port 7.

3
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Table 2 also shows the weight of the deposition product (molding product) and the water content therein.

It is apparent from Table 2 that the water content in the molding product is reduced and the hardness is
substantially increased by the method according to the present invention, as compared with the comparative
examples.

Table 2
Item Example 2 Example 3 Comparative
Example 2

g a 63 65 70

21 » 88 86 63
" 8 c 88 85 60
g a d 88 84 53
5 q e 84 84 40

2 b if 83 81 42
vl
J = g 86 82 36
o &
PR h 45 75 41
o i 43 53 45
+ .
g 3j 55 59 58
7]
g x 85 77 67

1 77 76 63

Deposition
weight 7.18 7.58 7.68
(kg)
Water
content 18.52 18.73 19.79
(%)

In Example 3, the change of temperature with time in the gypsum die 2 was measured following the intro-
duction of the steam. The results are shown in Fig. 5. It can be seen that the die temperature is elevated by
the introduction of the steam.

In Example 3, molding was conducted whilst varying the steam introduction time from 0 to 12 min and the
hardness and water content of the resultant molding products were measured. The results are shown in Figs.
6and 7.

It is apparent from Figs. 6 and 7, that the hardness of the molding product increases and the water content
in the molding product decreases with a corresponding increase in the steam introduction time.

As apparent from the foregoing Examples, the standing time after discharging the excess sludge can be
substantially reduced by the method according to the present invention. Therefore, it is possible to shorten
the molding time and increase the number of operation cycles of the molding die within a given time to improve
the production efficiency.

Claims

1. A sludge-discharging cast molding method comprising charging a water absorbing molding die with
sludge, permitting sludge to deposit therein to form a deposition product and discharging excess unde-
posited sludge from said die, characterised in that steam is introduced into said molding die to heat the
deposition product.

2. A method as claimed in claim 1 wherein following the introduction of steam the die is flushed with air.
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3. Amethod as claimed in either of claims 1 and 2, wherein the die is subsequently released and the molding
product removed.

4. A method as claimed in any one of claims 1 to 3, wherein said molding die is a gypsum die.

5. A method as claimed in any one of claims 1 to 4, wherein the deposition product is maintained in contact
with the introduced steam for a predetermined period of time whereafter air at ambient temperature is
introduced to discharge the steam.

6. Amethod as claimed in claim 5, wherein said predetermined time is in the range 30 seconds to 3 minutes.

7. A method as claimed in either of claims 5 and 6, wherein the molding die is released 10 to 30 minutes
after said introduction of air.

8. Amethod as claimed in any one of the preceding claims, wherein said molding die is charged with sludge
and said excess sludge is discharged 10 to 80 minutes thereafter.

Patentanspriiche

1. SchlickergieRverfahren mit Entfernung des Schlickers, wobei man eine wasserabsorbierende Gufform
mit Schlicker beschickt, den Schlicker darin unter Bildung eines Ablagerungsproduktes absetzen 143t und
tiberschiissigen, nicht abgelagerten Schlicker aus der Form entleert, dadurch gekennzeichnet, daf in die
Guliform Dampf eingefiihrt wird, um das Ablagerungsprodukt zu erhitzen.

2. Verfahren nach Anspruch 1, wobei nach der Einfilhrung des Dampfes die Form mit Luft gespiilt wird.

3. Verfahren nach einem der Anspriiche 1 oder 2, wobei die Form nachfolgend geldst und das Formprodukt
entfernt wird.

4. Verfahren nach einem der Anspriiche 1 bis 3, wobei es sich bei der Gu3form um eine Gipsform handelt.

5. Verfahren nach einem der Anspriiche 1 bis 4, wobei das Ablagerungsprodukt wéahrend eines vorbestimm-
ten Zeitraums mit dem eingefiihrten Dampf in Kontakt gehalten wird, und danach Luft bei Umgebungs-
temperatur eingefiihrt wird, um den Dampf zu entfernen.

6. Verfahren nach Anspruch 5, wobei die vorbestimmte Zeit im Bereich von 30 Sekunden bis 3 Minuten liegt.

7. Verfahren nach einem der Anspriiche 5 und 6, wobei die Guf3¢form 10 bis 30 Minuten nach Einfiihrung
der Luft geldst wird.

8. Verfahren nach einem der vorhergehenden Anspriiche, wobei die GuRRform mit Schlicker beschickt wird

und iberschiissiger Schlicker 10 bis 80 Minuten danach entfernt wird.

Revendications

Méthode de moulage par coulée avec évacuation de la barbotine, qui consiste & remplir un moule absor-
bant|'eau avec la barbotine, & permettre ala barbotine de se déposer dans le moule pour former un produit
déposé, et a évacuer la barbotine non déposée en excés dudit moule, caractérisée en ce qu’on introduit
de la vapeur d’eau dans ledit moule pour chauffer le produit déposé.

Procédé suivant la revendication 1, dans lequel, aprés l'introduction de vapeur, le moule est balayé avec
de lair.

Méthode suivant la revendication 1 ou 2, dans lagquelle le moule est ensuite ouvert et le produit moulé est
retiré du moule.

Méthode suivant I'une quelconque des revendications 1 & 3, dans laquelle ledit moule est un moule en
platre.
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Méthode suivant I'une quelconque des revendications 1 & 4, dans laquelle le produit déposé est maintenu
en contact avec la vapeur introduite, pendant une durée prédéterminée, aprés quoi on introduit de I'air a
température ambiante pour chasser la vapeur.

Méthode suivant la revendication 5, dans laquelle ladite durée prédéterminée est comprise entre 30 se-
condes et 3 minutes.

Méthode suivant I'une ou I'autre des revendications 5 et 6, dans laquelle le moule est ouvert 10 & 30 mi-
nutes aprés ladite introduction d’air.

Méthode suivant I'une quelconque des revendications précédentes, dans laquelle ledit moule est chargé
avec de la barbotine et ladite barbotine en excés est évacuée 10 a 80 minutes plus tard.
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