EXHAUST SYSTEMS, GENERAL & COMFORT VENTILATION

the air 15 drawn 1nto the booth.

Routine and scheduled cleaning and main-
tenance of spray booths are a must Flam.
mable matenals when allowed to accumu-
late ncrease the fire nsk Pamt m ducts
also cuts down needed air flow There are
several products on the market which can
be used to cover the inmde of the booth,
erther sprayed or brushed onm, which sue-
cessfully provent the stickang of the over-
spray to the booth gurfaces Some of these
are eanly stnppable coatings

In high production panting much solvent
18 lost by evaporation from the wet pamted
ces 1f these surfaces are stacked out
in the shop to dry, they may present a
health and fire hazard A separate ventilated
area should be provided for prehminary dry-
ing of the fimshed matenals before they are
sent to the ovens for balung

Where the production 13 not high, the ma-
tenal can be left 1n the booth for prehmi-
pary drymg In no snstance should fimished
materal be stacked n front of the booth so
that the air flow 13 from the freshly finished
material to the operator

If the booth 15 used for welding, a heavy
canvas curtain should be placed around the
front of the booth to safeguard the eyes of
others in the room from the ultraviolet ravs
of the welding arc

Dusts from some of the matenals used n
metalining are explomve if finely divided
and suspended 1n air 1n a entical concentra-
tion. When collecting dust from metalliz-
1ng, 1t 13 sometunes pecessary to provide
wet dust arrester units back of the metal-
hnng booth

Fume control for electric welding

Movable exhaust hoods are needed for
most indoor welding applications, and are a
must when welding potentially tomc mate-
nals such as lead-containing or lead-pamnted
metals, and berylium alloys Ezxcept for
production spot welding done at some sort
of fixed 5ng, a welder usually travels over a
wide area and this necessitates some ar-
rangement of flemble or movable piping

The hood 1self can have a rectangular
face with a flared section to which the duct
18 connected, thus giving a streamhned ar
flow. Normally the hood 1s surrounded on

all four edges by a 3-in. famge. The
breadth of the face and the amount of the
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arr flow exhausted should be such that
fumes will be removed from the welding
arc over the length of weld formed dunng
the consumption of one welding rod The
capacty of the exhaust, therefore, should
be suficient to “reach” laterally over ome-
half the length of a weld of this distance

Flexble metal duct branches or sohd
scchons with swivel joints and counterbal-
ances permit easy relocating of the hood.
A duct branch should not be less than 3 m,
10 diameter and should handle at least 200
cfm Larger branches and higher air flows
should be used whenever possible Face ve-
locaties can exceed 1,500 fpm (average) and
duct velocihes should assure a sufficiently
high air flow into the hood to control fumes
at the pomnt of generatton (usunlly several
iches away from the hood face), as well as
avoid settlement in the duct Speahc fig-
ures for venhlation based on distance from
welding arc are given in Chapter 29,
“Welding and Cutting ”

Dust control n foundries

Foundnes offer manv difficult problems n
dust control, particularly in the shake-out
and cleaming rooms Dust at the shake-out
1n a hand foundry that processes small cast-
ings can be adequatelv controlled by wet
methods, with the cashngs removed from
the sand before the sand dnes out enough
to form a great deal of dust

In a more mechamized foundry the shake-
out generally can be covered by a faul
tight enclosing hood if the flasks are sm:
enough to be handled on conveyors, the
major part of the exhaust should be taken
from overhead to uhlze the thermal oircu.
labon of air over the hot metal When the
flasks are so large that they must be han-
dled by cranes, a sde hood on the shake-
out grate 15 about the only possible choice

unless the whole operation can be enclosed
and isolated

In either case, the sand conveyng and re-
condiboming equpment should be complete-
v enclosed, and ventilation should be sup-
phed at such dust-producing spots as
transfer pomnts on sand conveyor belts,
mills, and mullers, and bin loading and un-
loading ponts

Dust control measures for foundry clean-
mg rooms have been well standardized by

the American Foundrymen’s Society. For
all such common equpment as tumbling



