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STEEL CASTING WITH IDENTIFICATION NUMBER

SCOPE OF APPLICATION

The specification governs the quality of steel castings in material grade GP240GH

(GP240GH)

Based on TLV 9059 01 05/2001

(Material no. 1.0619) for turbine parts exposed to pressure,
APPLICABLE REFERENCE DOCUMENT

HW0980832 (TLV 0100}

CHEMICAL COMPOSITION

Heat analysis according to EN 10213 in weight % shall be as follows:

C 0.18-0.23 Cr <0.30 Al <0.040
Si < 0.60 Mo |<012 Ti <0.025
Mn [0.50-1.20 v - Cu (<030
P <0.03 Ni  [<0.40 )
] <0.02 Sn <0.025

WELDING

Welding as per approved WPS and PQR shall be performed only on quenched and
tempered castings. Design welds are allowed only after permission from BHEL.

The welding filler materials shall be covered electrodes E42 5 B 4 2 H5 according .to

EN499 or E7018-1 H4 R according to AWS A5.1-91.

The use of other welding filler material is only allowed after prior agreement with the

purchaser.

On each casting, weld hardness shall be checked random wise and documented

accordingly. Values of max. 320 HVy, are allowed.

HEAT TREATMENT

According to EN 10213.
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Hardening: temperature 890 - 980°C, holding time corresponding to the wall thickness.

Tempering: temperature 600-700°C, holding time correspdnding to the wall thickness,
cocling at calm air or cooling in furnace down to 300°C, then-calm air,

After rough machining in the foundry, stress-relieving treatment is necessary before
delivery of the casting. The stress relieving temperature should not be more than the
actually applied tempering temperature. The cooling rate for the stress relieving should
be £30°C/hr down to < 300°C,

The stress relieving after rough machining can be dropped, if production welding followed
by stress relieving is carried out after rough machining.

MECHANICAL PROPERTIES

The mechanical properties of each casting shall be determined on attached samples in the
delivery condition. The following properties shall be achieved at room temperature:

0.2% PS > 240 N/mm?

UTs 420 - 600 N/mmz
%El(I=5d) 222%

%Ra >40%

Impact 240J~

* Average of 3 Charpy-V-notch specimens, where the smallest value shall be at least 32 J.

NOTE: IRRESPECTIVE OF STANDARD SPECIFIED ON THE ORDERING DRAWING,

CASTINGS AS PER SPECIFICATION NUMBERS HW19573 SHALL BE PROCURED AS
PER HW19572.

wrrh g2 Hem

INVENTORY NO.

Renvo2 P

WORKEDBY 1 & ¢, mrrull ?\Mﬂg, ;_\\\\né

Bl ] -~
CHECKED BY P'NW GAird | 2009




