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Sunwood was founded in 1980 and has been ISO certified since 2009. We moves into the new factory to operate in
March 2014. Our company has also been Meehanite authorized since September 2014. In 2015 we bolstered our
facilities with a variety of testing equipment to go along with our independent laboratory to ensure product quality
(casting melting and temperature control, molten silicon carbon analysis, spectrometer material testing, metallurgi-
cal analysis, hardness testing, tensile testing). Each set of manufactured precision casts is marked with its manu-
facture date as well as the specific casting components utilized to ensure proper record keeping and quality control.
We pride ourselves on meeting the quality requirements of all our customers. Because we have our very own an
annealing plant, we are able to effectively control every aspect of the production schedule. This in turn grants us
a greater capacity with which to secure the quality, price and delivery date of our products for our customers.
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JRO$548 FC250~FC350 / BkZEs=8 FCD400~FCD500
E2issE / SHERNRIE

Flake graphite cast iron FC250~FC350
Spheroidal graphite cast iron FCD400~FCD3500
Alloy cast iron / Casting Annealing Technology

Wk - i+ 1 50kg WK fF-HMTHE 5 +500kg
Machinery Machinery

PP M -HMT i E£400kg PP % 1 - 18 L +350kg
Machinery Machinery
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Annealing furnace stress relief

-H7 7154 E8 Tensile testing

-4 fHf@Es Metallographic determination
of microstructure

-R~f &% Visual inspection

%R) Sand blast

&858 Unqualified

R R EZ T2 Broken up processing i

-$RIHRIGR ER R
FEFHBS

Control the increase and
decrease of temperature

E1&$51E Qualified

HfEERRIE Cleaning

-TEE#2E8 Hardness testing

-4}E8HsES Appearance inspection
-fR<f#&E% Dimensional inspection

1825238 Lacquered

s & Delivery




1EERE%f# Independent laboratory

BIEERRR iR LA ER Emm

Independent laboratory to ensure product quality
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temperature control carbon analysis Spectrometer material

tests & Modification
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Chill tests Tapping temperature control AAAATEBIHEERER

Inoculation Spectrometer
material tests & Modification
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Pouring temperature & In-mold Stress relief

Pouring time control
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The sample manufactures
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Annealing furnace Metallurgical analysis Hardness tests

temperature& time control
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Products Serial Number Annealing furnace Tensile tests

Stress relief




PRODUCTION VOLUME ( annual tons) & : 6000 tons
R ot
B4 HE Material A48 Alloy castiron
s et
Casting size (§81&4/)\) BRAR]$5:518 tons / piece
MAIN FACILITY (X B4 = 1#)
%<& Equipment | #{#E/FR18 Effect | BlE Quantity
1&ER(MELTING)
i ;Eﬁﬁgﬁﬁﬁ?gce) 5H&(Ton)/H 2 FE(Set)
i&1&(MOULDING)
ﬁﬁ?ﬁﬁ%ﬁﬁ 22[& (Ton)/H 1EE(Set)
i 10W& (Ton) /H 1EE(Set)
(rec,aff’aﬁniffﬁmem) 15§ (Ton)/H 1EE(Set)
(moﬁ% iﬁiﬁiﬁﬁent) 1E(Set)
(mold %#Fjﬁm%;chine) 1EE(Set)
(hang Wﬁlﬁﬁiﬁﬁ*ﬁachine) 15H (Ton) 1E(Set)
(hang Wﬁigﬁiﬁgt*ﬁachine) SW (Ton)/H 1E(Set)
fannecis Timacs) 60 (Ton) 1 75(Set)
#8152 (INSPECTION)
(|m}n§1§sii§ﬁ;§§1“ﬁ?§er) 27(Set)
(|:gr|j§%££ﬁ§egr ) 1&8(Set)
(Brine%ﬂhiatrgﬁgﬁtester) 18(Set)
(é??l\ﬁﬁ%) 18(Set)
(\if%%ﬁeﬁgr) 1#8(Set)
E(E%é?ﬁagf)ﬁ 130nm~780nm 14(Set)
(microsﬁjﬁ?r}e*?n{sipecﬁon) 20SQu0 times 1a(Set)
(Universia:% tffigiﬁﬁmachine) 50 (Ton) 1a(Set)
& A%E Capital NT$96,000,000
NEEE-MERESE FIRAZEREFHEE BEEFEE (T N

HELR B L S48 4 & T Meehanite Licensee in Taiwan / 1SO9001 certificated s2E84 2 T ik
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The fact that we have our own annealing furnace is very beneficial. We are able
to control the increase and decrease of temperature during the annealing
process; residual stresses are thus reduced. During the under cooling process
casting stress can lead to problems which may ultimately beget distortion in the
casting. Our precise control of this process allows us to circumvent potential
distortions.
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Casting stresses can be categorized according to their cause: thermal
load, stress variance, and contraction stress.
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(1) Thermal Load.

Issues with thermal load result in an unevenness of the casting wall. The
unevenness means that various parts coll at differing rates resulting in a non-
uniform casting. The ideal prevention method of thermal load stress requires a
minimization of temperature differences along the casting
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(2) Stress Variance
Individual locations along the casting may receive stresses at erratic times which
leads to an overall irregularity.
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(3) Contraction Stress

Contraction stress, also known as mechanical stress, is stress related to a
mechanical hindrance. Contraction stress typically is temporary as the stress will
dissipate on its own. Because casting strength is lower at high temperatures, it
is possible for the stress level to surpass the strength of the casting eventually
leading to a crack.
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No.56, LANE. 852, SEN CHOU RD.,SEN KAN DIST., TAICHUNG CITY 429 TAIWAN R.O.C
sunwood.foundry@gmail.com Fax: 04-25610220 Tel: 04-25625238
www.sunwood.com.tw

MEEHANITE®

ISO 9001

B B - TROSESFC250~FC350 | BREBESHFCDA00~FCDS00 | RETEA 2 5EH | MvEis | TS HENRE
Machinery-Alloy cast iron.Flake graphite cast iron.Spheroidal graphite cast iron.
FC250~FC450 / FCD400~FCD500 Annealing furnace




