CONVEYOR CHAINS & SPROCKETS
72 FOR PALM OIL MILL INDUSTRY
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Fenner Andell Chain No.
Hollow Solid Pitch Roller Inner Thickness Lmk Stud
Pin Pin (Inches) Dia. Width Inner Outer Depth Bore
" 12,000 Ibs 15,000 Ibs
101208 101508 1,875
24,000 Ibs 30,000 Ibs
102408 103008 4,00 2,625
102412 103012 6,00
36,000 Ibs 45,000 Ibs
/-_ 103612 104512 3,50 0,312 2.50
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~ | Breaking Load (Ibs)
| Hollow Soild
| Pin Pin
INTEGRAL K2 ATTACHMENTS - 2 HOLES AND K3 ATTACHMENTS - 3 HOLES

4.00 1.25 4.25 1.50 0.50 5.75 6.25 2.50 0.20 0 61
24,000 30,000 6.00 2.25 4.25 1.50 0.50 575 6.25 4.50 0.20 0.61

WELDED K2 ATTACHMENTS - 2 HOLES AND K3 ATTACHMENTS - 3 HOLES

4.00 1.25 4.25 1.50 050 |575 6.25 2.20 0.24 0.61
| 24,000 30,000 6.00 2.25 4.25 1.50 0.50 575 6.25 3.30 0.24 0.61
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Chain
; Breaking Approx.
; Load No. of Max. Boss Total Weight
(Ibs.) Teeth Bore Dia. Width (Ibs)

12,000 10,453 , 5,00 2,50
AND 15,455 ) 5,50 3,00
15,000 20,503 ; 6,50 4,00

12
16
6,00 3,25
12 6,50 3,50
16 7,50 4,00
24,000
AND
30,000 6,50 3,50
12 7,50 4,00
16 8,50 4,50
12
16

36,000
AND
45,000
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Welding of Attachments to ANDELL Conveyor Chains

When MIG welding attachments, use wire which is suitable for dissimilar metals. For conventional welding, use
low hydrogen rods.

The welding rod or MIG gun should be at an inclination of 45 degrees to the surface being welded
and it is recommended for Andell standard conveyor chains that weld fillets be:

6,000 --- 15,000 Ibf series --- weld 5 mm fillet.

24,000 --- 45,000 Ibf series --- weld 6 mm fillet.

It is recommended that a weld should be no less than 12mm to the adjacent chain plate edge or
bearing pin. This will ensure that the length of weld will not encroach upon that area around the
plate holes. See diagram on above.

Do not weld along chain plate centre line, but rather, welding should be done as far away from the
chain plate centre line possible. This is to ensure minimum distortion to the pitch.

Welding should not take place across the chain plate i.e. at right angles to the chain plate centre
line. If this is unavoidable then start at the plate edge and ensure that the length of weld is no more
than a quarter of the plate height.

For maximum security welding should be done on both top and bottom of the attachments.




