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ABSTRACT

There has been a string of negligent accidents at the seaside, and there is presently a shortage of
professional equipment to deal with such accidents. The purpose of this paper is to assess the development
of a rescue lift. The critical load of a support pipe, and the stability of the rescue lift, were investigated
using structural analysis. Critical-load analysis was used to study the effects of variations in the pipe length
and the ratio of the moment of inertia. The total weight of the developed rescue lift is approximately 20.7
kg, and the lift passed the load tests.
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Fig. 7 Mechanism of chamfering tool set
((a) 2-D and (b) analytical 3-D)
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Table 1 Specification of flange(BL Type Nominal
size 10-800A)

Specification Dimension
Outside diameter(® D) 175 mm
Inside diameter( ® d0) 77.1mm

No. of bolt holes 4
Diameter of bolt hole(®h) 19 mm
Thickness 18 mm
Material of flange S25C
e ol wleee 0|
chamfer with of bolt hole 1.1 mm

chamfer angle 45°

specified chamfering circle

eal chamfered circle

drill hole

(b) Cross-section of (a) (c) Detail of A
Fig. 8 Chamfered hole
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Table 2 Varation of eccentricity with different
Ad unit: mm

Ad e(eccentricity)
0.5 0.12
1.0 0.1
1.5 0.05
2.0 0.15
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