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welcome to our Company

Eztablizhed in 1990, Zarvalakshmi Foundries has been the best integrated private sector company. SLF has heen the
Highest guality: Lowest cost Ferrous products manufacturers in India, and alzo been the prime suppliers of ferrous
componerts for all major sectors. Sarvalakshmi Foundries has zet the pace far the consalidation and globalization of
the world grey-iron industry . We have spread best practice and modern production technigues throughout our plant.
Ougr 200 strong customer baze, includes houzehold names in the automaotive, engineering and appliance zectors.

Fead More. .. Facilities
» Melting
Process & Quality Production 4 The Core Shop
] ) ) : ) ) » Moulding Center
Zince 30 vyears, ZSarvalakshmi Foundries have - marvalakshimi Foundries produces Al grades of Grey
manufactured Grey ron Castings forcustomers - and 505 ron castings to Indian and  International
. . . . : , » Casting Finishing
with the highest guality reguirementz. &n excellent - standards.can alzo he produced &t & customer's
product quality and & perfect customer service are i fedgast T T | e

the most important goalz in our buziness.

s Read More... - » Pattern Facility

Twin Pump Casing

»» Theme Presentation

Bottom Casing

»» Print Profile
Black & wWhite , Color

* » Download Catalogue

e Read More... » E-Catalogue




About Us

Sarvalakshmi Foundries wasz establizhed in 1990 a2 a small zcale industry. &t that time, annual production was 350
tons of grey cast iron castings. 30 people woarked in a single shift. Melting was carried out in a cupola. Hand-moulding
was the major process of manufacture. The clierts were mainly manufacturers of motors and pumps.

Today Sarvalakzhmi Foundries has developed into & foundry with an annual capacity of 6000 tons of grey cast iron
and =g iron castings. 125 people wwoark in 3 shitts. Melting iz done in a modern medium frequency 1.5 ton capacity
corelezs induction furnace. Moulding iz carried out in Arpha 300 Arpha 450 and B2S moulding machines that are well-
zerviced by an automated zand-plant. Sand hoppers for storing 150 tons of moulding zand are available. Thiz ensures
that =and iz adeguately cooled befare being recycled far moulding. High speed irtemsive zand mixers supply sand of
dezired guality to the moulding machines. Adeguste shot-blasting and fettling facities are availakle in-housze.

A weell-eguipped laboratory having modern process control equipments like spectrometer, universal testing machine,
impact testing machineg, Brinell hardness tester, microzscope, sand-testing equipmentsz, facilties for wet analyziz etc
are available.

The clients include manufacturers of valves, filtings, automobiles, motors, pumps, compressors, texdile machineries
and other engineering industries. Sarvalakshmi Foundries have customers all over zouth India. Mow they are
agaressively planning to be world plavers. In arder to achieve this, marketing offices have been opened in US4,
Canada, France and Australis.



Our Philosophy

Zarvalakzhmi Foundries growth has been founded on a conzsistert philozophy: that to be able to deliver the range and
guality of products customers demand the modern Grey ron maker. Sarvalakshmi Foundries enjovs access 1o world
market through a sales and marketing network that touches every corner of the globe. & comprehensive portfalio of
products allowes SLF 1o deliver whatever our customers reguire — wherever they reguire it — and whenever they
reguire i.

The management iz progressive and forsward-looking. & heawvy investnent has been made in modernizing and
upgrading the foundry during the last two vears. Competent and experienced perzonnel have been recruited in crucial
areas. The company iz fully committed to the idea that the customer is certral to any busineszsz. Everyvone in the
foundry focuszes on meeting and exceeding customer reguirements — in terms of guality and timely supplies.

The management firmly believes intraining and developing human rezources. iz a matter of conviction that
competert and committed emplovees are the best azzets of an organization. Adequate in-houze facilties are present
for training and development of employees. They are alzo encouraged to attend professional seminars.

Today Sarvalakshmi foundries iz an 150 93001 cedified organization wwith an efficient gqualty management system in
place.

ft iz a matter of pride that Sarvalakshmi Foundries iz one of the very few medium-zize foundries in India that is 150
14001 cetified. Apart from meeting their buzinezsz ohjectives, the management believes there are zocial obligations to
be met interms of nururing & zafe, non-polluting and heatthy environment for the emplovees and society.

The foundry mairtains plantz and trees in and around the works. They have installed a rain-swater harvesting unit
within their wworks. High guality dust-collection svstems including wet-zcrubbers, bag fiters and cyclone fiters have
heen installed in the works



Management

M r. P. Hatarajan iz the Founder of Sarvalakzshmi Foundries (P Ltd. He founded the company in 1939 and has been
responzible for the strategic direction and development of 2 buzinezzes. Mr. P. Matarajan's ahbility to guide the
company in itz idertification, and turnaround of grey-iron has led to its emergence az one of the India's fastest
groving ferrous componert manufacturer.

Mr. P. Hatarajan began hiz career working in the Cast-lron making business in Coimbatore, India, and has over 30
vears of experience working in Cast-lron, paper, varn and related industries. Mr. P. Natarajan iz an active
philarthropizt and & member of various trustz. Lakshmi paper Cones iz a significart cortributor to local community and
welfare activities. He has 2 song, Prabhu Matarajan and Pradeep Matarajan.

Mr. Prabhu Hatarajan iz actively involved in izzues of company, with & paticular emphasiz on administration,
production and quality .



Our Vision & Our Mission

Our Vision
To be among the global top 100 ferrous-iron component manufacturers.

Our Mission
Dur mission iz to be more than just successful. iz to be admired for our culture and for the guality, service and
management standards that implies. Mothing less will do.



150 14001 - Emaronment

South Asia

CERTIFICATE

_ The Certification Body
of TUV SUD South Asia Private Limited

certifies that

SARVALAKSHMI FOUNDRIES (P) LIMITED
4/3, POWER HOUSE ROAD,
PALANIGOUNDENPUDUR, K.VADAMADURAI (PO)
COIMBATORE - 641 017, TAMILNADU, INDIA

has established
and applies an Environmental Management System for

Manufacture, Supply of Grey lron and
Ductile Iron Castings for Domestic / Export Markets

An audit was performed, Report No. 20052014

Proof has been fumnished that the requirements according to
ISO 14001 : 2004

are fulfilled. The certificate is valid until 2012-12-18

Subject to successhul completion of the Annual Audit before 2010-10-13
The presant sistus of this Certificale can be obtalned on wows T Sl i
Further clarifications regarding the scops of this certificais snd ihe appiicability of
50 14001 2004 requirements may be cbdained by conpilting the cortification body.

Certificate Registration No. 99 104 00040
Mumbai,
Original lssued Date: 2010-01-14
Effective Date : 2010-01-14
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IS0 9001 - Certificate

South Asia

CERTIFICATE

The Certification Body
of TUV SUD South Asia Private Limited

certifies that

SARVALAKSHMI FOUNDRIES (P)

LIMITED

4/3, POWER HOUSE ROAD,
PALANIGOUNDENPUDUR, K.VADAMADURALI,

SLF COIMBATORE - 641 017, TAMILNADU, INDIA

has established
and applies a Quality Management System for

Manufacture, Supply of Grey Iron and
Ductile Iron Castings for Domestic / Export Markets
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An audit was performed, Report No. 20052014

Proof has been furnished that the requirements according to
ISO 9001 : 2008

are fulfiled. The certificate is Valid until 2015-12-16

Subject to swccessful completion of the Annual Audit before 2013-09-11
The predant status of this Cerlificabe can be cblamned on wew ls-gud in
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Certificate Registration No. 99 100 14074

Mumbai

Effective Date: 2012-12-17
of TUY BSUD Seah Asia Privale Limited D

Member of TUY SUD Group
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Facilites

A) Melting shop

Suitable materials are used to melt different grades of cast iron in
the medium frequency core-less induction furnace. The chemistry of
the molten metal is checked before pouring the castings. Pouring
temperature and pouring speed of individual items are monitored to
engure consistently high quality of castings.

750 EW, Dual Track 1.5 ton capacity, medium frequency
Induction furmace core-lezs induction
furnace - Inductotherm make

250 kg capacity pouring ladles (5 nos)
L adles 200 kg capacity pouring ladles (2 nos)

1000 kg capacity ladles (2 nos)

2000 kg capacity ladle (1 no)

EOT crane o ton capacity {1 no)

« Carbon equivalent meter for checking composgition of molten
metal before pouring
« Monorail system for mould pouring

B} Moulding shop

The moulds are made of silica sand of high purity.
The grain size and size distribution of this critical raw material iz monitored during all supplies.
Other moulding gand additives like bentonite and coal dust are alzo  tested before use.

The mixed sand that iz supplied for making moulds is tested at
regular intervals.

The quality of moulds made iz alzo routinely checked before they
are closed and =ent for pouring.

+« Hand moulding to make up to1000 kg zingle piece castings.

« Electric hoiztz to handle moulding boxes before & after moulding and also moulding bed during
maintenance.

Mould cars, frack lines, pneumatic pushers.

zreen sand system in machine moulding.

reen sand and CO2 silicate processzes in hand moulding.

C02 silicate and no bake processes for cores

moulding machines - moulding box size (mm)

Harizontal High
Fressure Line

650 = 600 = 300 ht

Moulding machines
(G.5)

Haorizontal High
Fressure Line 00 = 400 = 130
Sinto

200 kg capacity (2 no)

- .
Sand mixers 200 kg capacity (2 nos)

Including sand storage hoppers of capacity 120 tong, belt conveyors,

g ; .
SNt plans bucket elevators, polygonal sieve, magnetic separators efc

o ton capacity {1 no)

EOT cranes 2 ton capacity (2 nos)

C) Core-shop

Cores are made manually and by a core-shooter. Gore-making is
done by sodium silicate-CO2, amine and no-bake il processes.

The mixed sand used for making cores is tested regularly.

Cores are inspected visually and for all critical dimensions before
use. A sand drier is uzed to dry incoming wet 2and during monsoon.

=and drier 1 ton ! hr capacity {1 no)

Sand mixer 100 kg capacity (2 nos)

Core-shooter

Cores manufactured by amine process (4 no)

D) Pattern shop

All patterns and core-boxes are inspected and corrected if required,
before being released for production of moulds and cores. Mew
patterns and core-boxes are checked for dimensions and methoding.
Repairing facilities for wooden, aluminium, gun-metal and cast iron
patterns and core-boxes are available in-house.

Continuoug improvement in the areas of casting vield and cost
reduction are carried out regularly.

« Facilities for inspection, repair and mounting of patterns on match
plates.

» Marking table for dimensional inspection of patterns, core boxes
and casfings.

« Methoding, mounting patterns and fixing gating & rizsering on
match plates.

E) Shot-blasting & fettling shop

The castings produced are cleaned of sand sticking. The running
and risering systems are removed from the castings. They are then
ground, finished, painted, packed (wherever necessary) and made
ready for shipping.

shot-blasting machine

Pedestal grinders

Portable electric and pneumatic grinding machines
Fortable cut-off machines

F) Machining Facilities

CHNC Turning Centre

CHNC verical Machining Cenires

Boring machines

Milling machines

Radial drilling machine’s

Lathes

Multi Spindle drilling and tapping machine
Slotting machine

Hydraulic tesfing rig.

(3) Engineering services

Preventive maintenance of all equipments directly or indirectly
involved in production is carried out. On the rare occasion of a
maching breakdown, repairs are carried out. Spare-parts of
critical machines are kept. The aim is to achiewve zero breakdown
in the long-term.

Department-wise energy consumption is alzo monitored and
analysed. Suggestions for energy savings are implemented.

22 kv 1 5T5 W 850 KVA transformer for furnace
e T 22 kv i 440 400 EVA transformer for auxiliary equipments

Air-compressor screw-type; 28 kg/cm 2 pressure
Compressors Air-compressor screw-type; 28 kg/cm 2 pressure
Air-compressor (2 no)

300 VA capacity (1 no)

K L DR 125 KVA capacity (1 no)

Furnace accessories heat-exchangers, cocling water pumps, hydraulic power pack etc
Pollution control Wet scrubbers, bag-type dust collectors, cyclong filters

Rain-water harvesting

H) Quality control & laboratory

spectrometer with provizion to measure 22 elements to test Chemistry
of incoming raw materials and molten metal before pouring castings.

sand testing equipments (permeability, compactability, moisture,
green compresszion strength, green shear strength, AFS number,
Active clay, Dead clay, Total clay, Ash, Loss on ignition, “Yolatile
miatter for testing incoming, moulding and core sands.

Universal Testing Machine of 40 T capacity to test mechanical
properties of various grades of metal being poured.

Brinell and Poldi hardness testers to check hardness of castings, and
critical bought-out items like moulding pins, clesing pins, bushes stc

Metallurgical microscope for microstructure analysis of metal poured in
various heats.

Impact testing machine (Charpy and [zod testz) to check impact
toughness of metal poured.

Wet analysis testing facilities.
Facilities for dimensional inspection of castings, patterns and core

boxes.
Spectrometer 3460 model Spark emisgion spectrometer ARL - make
Carbon-equivalent meter Rapid carbon and silicon testing in molten metal
Universal testing machine 40 ton capacity

lzod test - 330 J capacity

AP e inginEIciine Charpy test - 600 J capacity

Brinell hardness tester 750 F 3000 kg loading capacity

zieve shaker; Permeability meter; Mould-hardness tester; Total clay,
active clay and dead clay testz; Fixed carbon, volatile matter and
percentage ash tests; Green compreszsion and shear strength tester;
Muoisture tester

cand-testing equipments



Product Overview

Gray & SG Iron Casting

Sarvalakshmi Foundries produces a wide range of grey cast iron and 3G iron castings to Indian and
equivalent international standards.

Production capacity 6000 tons per annum
Current production 3000 tong per annum
Capacity available 3000 tong per annum

up to 100 kg in machine moulding
up to 1000 kg in hand-moulding

moulding machines - moulding box size (mm)

Harizontal High
Fressure Line

Casting weight

550 = 600 = 300 ht

Moulding machines
(G.5)

Horizontal High
Frassure Line B00 = 400 = 180
Sinto

Adequate floor-space, skilled man-power, different sizes of moulding
Floor moulding flazsks and handling equipments available for making heavy castings
weighing up to 1100 kg.

Moulding process Green sand process; CO2-silicate process

Core-making process CO2-zsilicate process; Mo-bake oil process; Amine process

Cast iron and SG iron castings conforming fo Indian Standards are
Grades presently manufactured. Castings to any  other intermnational
standard required by a customer can alzo  be manufactured.

Castings used in various sectors like automobile, infrastructure,

Casting types motors, valves, pumps, compressors, machinery, pipe fitings efc.



Product Portfolio

Pump Casing Malwe Body, Twin Purmp Casing, Bottom Casing, Gear Box Housing, Motor Body

Pump Casing
250kgs
Grey lron

Valve Body
a36kas
=3 lron

Twin Pump Casing
170kgs
=iE lran

Bottom Casing
250kgs
Grey lron

Gear Box Housing
3okgs
=G ron

Motor Body
160kgs
Grey lron




Cuality Policy

“Our Target is Your Success™

Since 30 years, Sarvalakshmi Foundries, have manufactured Grey Iron Castings for customers with the
highest quality requirements. &n excellent product quality and a perfect customer service are the
mo=t important goals in our business.

Sarvalakshmi'z Policy iz to take a planned approach to continuous improvemert of our products, proceszes and
zervices 1o meet or exceead our customer's expectations 100% of the time.

To produce our castings, only the best raw material iz acceptable. We are exclusively uzing the finest scrap, coal and
chemicalz from the world's preferred vendorzs and manufacturing companies. To make sure that every zingle piece
meets our strict reguirements; all finished part is tested and approved by our specialists before shipment.

Ouyr process and workforce that delivers conzistent product guality translates directly irdo increazed productivity and
lovwver costs.

Quality Certification For 1S5S0 9001



Green Emvronment

N

In tune with environmental friendly philozophy of the organization, the
folowing activities are alzo carried out.

¢ Plarting and maintaining plarts and trees.

& Rain water harvesting.

¢ Pollution control equipments installed and pollution testz carried out
regularly for monitoring effectiveness.

& FReclaiming and recycling used sand.

¢ Rezidertial guarters for staff and workers cloze to the
organization.

i




Pollution Control

Sarvalakzhmi Foundries hasz implemented pollution prevention’ control
prograrm.

Whiat |z pollution prevention?

"An Act to improve, strengthen, and accelerate programs for the
prevention and abatement of air pollution and all pollution™

Paollution prevertion iz the substantial reduction or elimination of dizcharges or emizzions to the environment. This
includes all poliution: hazardous and non-hazardous, regulsted and unregulated, across all media, and from all
zources. Pollution prevention can be accomplizhed by reducing the generation of wastes at their zource (zource
reduction).

By reducing or eliminating wastes
» Reduce waste dizposal costz
* Reduce costz for energy, water and raw materials
= Reduce operating costs
= Protect workers, the public and the environmernt
* Reduce rizk of zpillz, acciderts and emergencies
= Reduce vulnerahilty to lewsauitz and improve itz public image
= Generate income from wastes that can be zold.

Howy do we achieve thizs
= mproved Operating Procedures
* Materialz Zubstitution
= Process Modifications & Redesign
= Trestmert Lhernatives
= Recycling

SLF demonstrates itz commitment to pollution preverntion and encourage emploves
participation by

= Training employvees in pollution prevention technigues

* Encouraging emplovees suggestions

= Providing incentives for emploves participation

= Providing resources necessary to get the job done



Wind Energy

Wind Electrie Ge
Il R v of 500 KW,
. -
r a
7

We are operating one Wind Electric Generator with installed capacity of S00 KW, Thiz generator is capable to
generating 0% of our total annual power reguiremerts. Sarvalakshmi Foundaries has planned 1o install more wind
electric generators for our power reguirements.



Rainwater Harvesting

& ztrong zafety culture iz instilled at every level of Sarvalakshmi
Foundriez. |t iz a fundamental tenet of Sarvalakshmi Foundries
that zafety must rank alongzside izzues of guality, productivity
and proftabity in the decizion-making process. & zafe
weorkplace demonzstrates a commitmert 1o being a rezpected and
admired organization and fosters positive attitudes on the part of
emplovees and other stakeholderz. In shot, a zafe buzinessz iz
& good buziness.

& standardized approach is key. All business units must akide by the same high principles on healtth and safety,
conduct the zame core zafety aclivities, undertake the zame audit and achieve the zame standard of excellent
houzekeeping.

Animportart element of safety policy is the sharing of experience throughout the company . They are then shared
among all the company's healtth and zafety teams. We have a clear vision at Sarvalakshmi Foundries. | iz to estahblizh
a zafety record that puts us consistently among the top 10 percent of the Domestic grey-iron manufacturers and
enzures every business unit matches the standards of the wvery best. We aim to surpass local regulatory
reguirements, not just meet them.



Health and Safety

Sarvalakshmi Foundries intends 1o protect the health and safety
of everyone in the workplace, and enzure that adeguate welfare
facilties are provided for people at work. These regulations aim
to enzure that workplaces meet the health, zafety and welfare
rneeds of all members of a workforce, including people with
dizahilties.

A strong zafety culture iz instilled at every level of Sarvalakshmi Foundries. { is supported by a robust zet of safety
standardz and a system of performance monitoring. | iz a fundamertal tenet of Sarvalakshmi Foundries that safety
muzt rank alongzside izzues of guality, productivity and proftability in the decizion-making process. & zafe workplace
demonstrates a commitment to being a respected and admired organization and fosters pozsitive attitudes on the part of
emplovess and other stakeholders.

In =hort, & zafe business iz a good business.

A standardized approach iz key. &l buziness units must abide by the
zame high principles on heatth and zafety, conduct the zame core
zafety activities.

An important element of safety policy iz the sharing of experience
throughout the company.

We gim to surpass local regulstory reguirements, not just meet them.




Dust Collection

State of the art dust collectors are installed which ensures
an emis=zion levels less than all Mational and International
leqgizlations

Sarvalakshmi Foundries is committed to rapid
modernization and growth keeping in mind the universal
focus on a clean and healthy environment. Modern
manufacturing as well az pollution control equipments have
been installed in the company. The pollution control
equipments include wet scrubbers in the melting
department, bag filterz and cyclone dust collectors in the
sand-plant and shot-blasting machine. Waste sand is used
for land-fillimg.

The foundry is involved in other environmental management activities alzo. Plants and trees are grown and
maintained in and around the works. A rain-water harvesting unit has been installed ingide the works. 5Sirict control
over the quality of incoming raw materialz alzo helps to reduce their consumption. This reduces cost, material
wastage and indirectly helps in pollution control.

An associate company has also installed a 300 KW capacity wind-mill to tap into non-conventional forms of energy
in power generation.

Sarvalakshmi Foundries is one of the very few medium-size foundries in the country that iz 130 14001 cerified.

Apart from meeting their buginess objectives, the management firmly believes in nurturing a safe, non-polluting and
healthy environment for the society.



Technical Capabilities

Sarvalakshmi Foundries manufactures a wide range of grey cast iron and s g iron castings to Indian standards.
Castings to other international standards can also be manufactured based on customer’'s requirements.

Production capacity 6000 tong per annum
Current production 3000 tong per annum
Capacity available 3000 tong per annum

up to 100 kg in machine moulding

R up to 1000 kg in hand-moulding

Castings catering to a wide range of industrial segment
Casting types saremanu factured valves, fitlingz, automobiles, pumps, motors,
compressors,machineriez andotherengineering indusfries

Process Flowchart
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Sarvalakshmi Foundries has installed some of the latest equipments in gquality control and process control areas.
They help ensure that highest level of quality castings are poured each time consistently. Some of the instruments
available for process control are:

24560 model AProcess Control EL spectrometer for rapid and accurate analyzis of molten metal before pouring.
Thiz ensures that no ofi-grade metal iz poured.

Carbon-equivalent meter for quick cross-check of carbon and silicon in molten metal before pouring. As carbon
and gilicon are two important elements that control cast iron characteristics, thiz built-in cross-check ensures a
fail-proof system.

Az an additional back-up a well-equipped laboratory with facilities for wet analysiz of the casfing chemical
composgition is alzo available

Test-bars are regularly poured and tested for mechanical properties like tengile strength, yield strength, elongation
and impact strength. Thiz ensures that customers’ requirements in terms of mechanical properies are met in all
supplies.

Casting microstructures are checked frequently as a crogs-check to ensure that all customers’ requirements,
including ease of machinability, are met.

A well-equipped ingpection department with surface table and instruments for dimensional check of castings are
alzo available

With Sarvalakshmi Foundries the customer is assured of total gquality and integrity of castings along with timely
supplies.

Equipments & Machinery

A) Melting shop

Suitable materials are uzed to melt different grades of cast iron in
the medium frequency core-legs induction furnace. The chemistry of
the molten metal is checked before pouring the castings. Pouring
temperature and pouring gpeed of individual items are monitored to
enzure consistently high gquality of castings.

750 KW, Dual Track 1.5 ton capacity, medium frequency
Induction furnace core-less induction
furnace - Inductotherm make

250 kg capacity pouring ladles (5 nos)
500 kg capacity pouring ladles (2 nos)

e 1000 kg capacity ladles (2 nos)
2000 kg capacity ladle {1 no)
EOT crane 5 ton capacity (1 no)

« Carbon equivalent meter for checking composition of melten
metal before pouring
« Monorail system for mould pouring

B) Moculding shop

The moulds are made of silica sand of high purity.
The grain size and size distribution of this critical raw material iz monitored during all supplies.
Other moulding 2and additives like bentonite and coal dust are also  tested before use.

The mixed sand that is supplied for making moulds is tested at
reqular intervals.

The quality of moulds made iz  alzo routinely checked before they
are closed and sent for pouring.

« Hand moulding to make up to1000 kg single piece castings.

+ Electric hoists to handle moulding boxes before & after moulding and alzo moulding bed during
maintenance.

Mould cars, track lines, pneumatic pushers.

Green 2and system in machine moulding.

Green 2and and CO2 silicate proceszes in hand moulding.

02 silicate and no bake processes for cores

moulding machines - moulding box size (mm)

Horizontal High
Fressure Line

850 = 600 = 300 ht

Moulding machines
(G.5)

Horizontal High
Frassure Line 00 = 400 = 1230
Sinto

00 kg capacity (2 no)

= .
=and mixers 200 kg capacity (2 nos)

Including sand storage hoppers of capacity 120 tons, belt conveyors,

5 - 4
el bucket elevators, polygonal gieve, magnetic separators efc

5 ton capacity (1 no)

EOT cranes 2 ton capacity (2 nos)

C) Core-shop

Cores are made manually and by a core-shooter. Core-making is
done by sodium silicate-C0O2, amine and no-bake oil processes.

The mixed sand used for making cores is tested regularly.

Cores are inspected visually and for all critical dimensions before
use. A sand drier is used fo dry incoming wet gand during monsoon.

sand drier 1 ton ! hr capacity (1 no)

=and mixer 100 kg capacity (2 nog)

Core-shooter

Cores manufactured by amine process (4 no)

D) Pattern shop

All patterns and core-boxes are inspected and corrected if required,
before being released for production of moulds and cores. New
patterns and core-boxes are checked for dimensions and methoding.
Repairing facilities for woocden, aluminium, gun-metal and cast iron
patterns and core-boxes are available in-house.

Continuoug improvement in the areas of casting vield and cost
reduction are carried out regularly.

« Facilities for inspection, repair and mounting of patterns on match
plates.

« Marking table for dimensiconal inspection of patterns, core boxes
and casiings.

«  Methoding, mounting patterns and fixing gating & risering on
match plates.

E) Shot-blasting & fettling shop

The castings produced are cleaned of sand sticking. The running
and risering systems are removed from the castings. They are then
ground, finished, painted, packed (wherever necessary) and made
ready for shipping.

=hot-blasting machine

Pedestal grinders

Portable electric and pneumatic grinding machines
Portable cut-off machines

F) Machining Facilities

CMC Turning Centre

CHC Yerlical Machining Cenfres

Boring machines

Milling machines

Radial drilling maching’s

Lathes

Multi Spindle drilling and tapping machine
=lotting machine

Hydraulic testing rig.

) Engineering services

FPreventive maintenance of all equipments directly or indirectly
involved in production is carried out. On the rare occasion of a
maching breakdown, repairs are carried cut. Spare-parts of
critical machines are kept. The aim is to achieve zero breakdown
in the long-term.

Department-wise energy consumption is alzo monitored and
analysed. Suggestions for energy savings are implemented.

22 kW 5FS W 350 EvVA transformer for furnace
Power transformer 22 KV 1 440 W 400 EMVA transformer for auxiliary equipments

Air-compressor screw-type; 8 kg/cm 2 pressure
Compressors Air-compressor screw-type; 8 ka'cm 2 pressure
Air-compressor (2 no)

200 EVA capacity (1 no)

Eadirk s ol bl 125 KVA capacity (1 no)

Furnace accessories heat-exchangers, cooling water pumps, hydraulic power pack etc

FPollution conbrol Wet scrubbers, bag-type dugt collectors, cyclone filters

Rain-water harvesting

H) GQuality control & laboratory

Spectrometer with provision to measzure 22 elements to test Chemistry
of incoming raw materals and molten metal before pouning castings.

=and testing equipments (permeability, compactability, moisture,
green compression strength, green shear strength, AFS number,
Active clay, Dead clay, Total clay, Ash, Loss on ignition, Yolatile
matter for testing incoming, moulding and core sands.

Universal Testing Machine of 40 T capacity to test mechanical
properties of various grades of metal being poured.

Brinell and Poldi hardness testers to check hardness of castings, and
critical bought-out items like moulding ping, closing pins, bushes etc

hMetallurgical microscope for microstructure analysis of metal poured in
various heats.

Impact testing machine (Charpy and |zod tesiz) to check impact
toughness of metal poured.

Wet analysis testing facilities.
Facilitiez for dimensional inspection of castings, patterns and core

boxes.
=pectrometer 3460 model Spark emiszion spectrometer ARL - make
Carbon-equivalent meter Rapid carbon and silicon testing in molten metal
Universal testing machine 40 ton capacity

Izod test - 330 J capacity

impact testing machine Charpy test - 600 J capacity

Brinell hardness tester 750 f 3000 kg loading capacity

Sieve shaker; Permeability meter; Mould-hardness tester; Total clay,
active clay and dead clay tests; Fixed carbon, volatile matter and
percentage ash tests; Green compression and shear strength tester,;
Moisture tester

=and-testing equipments

Metalurgical Capabilities

Grades : Castiron and g g iron castings conforming to Indian Standards are presently manufactured.
Castings to any other international standard required by a customer can alzo be manufactured

. Percentage
Material ASTM ES DIN JIS IS0 poured
AS3E 2785 1653 G 5502 1083
65-45-15 400415 GGG 40 FCD 40 4007 15
Ductile Iron ;
Castings 65-45-12 400 112 GGG 40.3 FCD 45 400 - 12 80 %
&0-55-06 450410 GGG 50 FCD 50 o200 - F
a0-60-03 200 f 7 GGG 60 FCD &0 600 - 3
100-70-03 60073 GGG 70 FCD 70 700 -2
A 43 1452 16591 G 5501 R 185
Grade20 &  Grade 15 GG 15 FC 15 Grade 15
Grey [ron 24 = o :
Castings Grade2> &  Grade 20 GG 20 FC 20 Grade 20 20 %
Grade30 A GG 25 FC 25 Grade 25
Grade3s A GG 30 FC 30 Grade 30
Gray Iron Grades ASTM Hardness Hange Minimum Tensile
170 - 229 BHN
SAE Grade G2500 J431 A159 - 83 46-4.0BID 25,000
187 - 241 BHN
SAE Grade G2500 J431 A159 - 83 4 4_39BID 20,000
- 755
SAE Grade G2500 J431 A159 - 83 e 35,000

4.2-3.8BID

S5G Iron Grade



People

Loval, competert and committed people are the most precious rezource in any organization. Selection of perzonnel,
their training, monitoring effectiveneszsz of training methods, providing them opportunities for developmert and groseth
etc are all planned carefully and monitored scientifically . Employees are encouraged to sttend profeszional seminars.

The staff in Sarvalakzhmi Foundries are well qualified and experienced. They have the freedom and authority to run
each individual department effectively.

Clean and well-illuminsted dining rooms are provided for the staff and workmen.
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Contact Us

Feedback Form

SARVAL AKSHMI FOUHDRIES (P) LIMITED
4 13, Pover Houze Road,
Palanigoundenpudur,

K vadamadurai P.o., Coimbatore - 641 017,

Office 2642334 | 2644928 | Fax: 2642446,
E-mail  : sif90@reditfmail.com



