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1. SUOPE
This speecilicans iron lems of varous i ;
oroduction of stee j
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COMPLIANCE WITH MNATIONAL STANDARDS

ecification n nased on Indian standard [S:
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CONDITION OF DELIVERY
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18 shatl be produced trom high carbon iron so lidifying o
contaiming large tlake graphite within a matrix consisting of free

famelfar peazlite phase.
-:\-z-.m\'w {ree-carbide shase and grain boundary
i maty \. i

“the Cast iron jtems mdd be
ceferenced and designated on the purchase order.

e intemal mould profile shatl be sx—mmemmi
e iRt surface of moulds shall have o
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produced in accordance with the details oF tho

continuous plane-of-taper slong oo
shall be smooth and {7
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{ 3 CHEMICAL COMPOSTION ‘

1 e matenal shail conform o the following chemical composition when it is analyzed in

aceordance with IS -12308 or its eguivalent national or international standard/ or un:
yaiidaisdiinsiimental metiiods for an al\\h of castiron.
h ELEMENT . %% MIN i Y%eMAX
'''' = 3.60 3.80 |
] S 1.56
Mo 0.30
..................... s X
______ 5 -
Wy -
Se = i )
Ni Sl T l 20k O
T CEV( Where CEV = (- 8i4P2) | 4.00 j 4.30
. Where the iron used is produced as.direct ron or “first (usion iron™ from the blas furnace. the x.ziuw
of ¢ and Si may be amended by ag¥ement. © . e : 5
6. HARDNESS

“ Tqbt hardness of the Cast iron Items of mass less than 13 tonnes shall not exceed 140 HB
"; 'ﬁb “mere than |3 tonnes it shall not exceed 130 HB. Hardness measurement
sh b relevant IS/ ASTM Stendard/ any validated instrumentai method in
pational/international standard.

- s

' ‘feuling of castings involve removal of stubs of riser-feeders and siubs of in-gates

se of any type of burning/thermal rechnique 1o aid such fettling shall not be perniited.
end faces of the mould castings shall be machined normal 1o the centerline of the

casung as per drawing.

Secondary feutling of the casting is accepted in that some fettling of casting defects from the

casting may be .carried out without significantly impairing the service behaviour and

performance of the casting. The use of any ivpe of bumning/thermal technigue shail not he

DL R S

The tettling operation shall:
o Maintain the drawing defined section protfile. :

internally for the lemgth of the mould.

deieety are not acceptable.

e Maintain a continuous plane-of-taper along cach face and along cach corner

o Localized indeniations in the internal mould surface from removal of casting
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TOU-TI0C
hc wmmu :md by cooling slowl
are QE 230 *C is artained. '

. Casting Wi(Tonnes)  Min.Seaking Hours

™5 _Am;mm 3 30-100 12
o R 204- 360 min ' 25-50 . 8
150-200 15-23 ! 6

=

13

100-130 3-15 | 4

B s;r ey en increase in thickness of 25 mm, Soaking hours to be increased by by 1 Homn

INSPECTION :

s  (FFP reserves the right to wiines

hird party inspection for the testing ot the ma&:riz‘% al

suppiier’s works and therefore the supplier shall notify his readiness forin ispection of
casting in advance.
o Scape of third party ipnspection: . .

-Witnessmg the Chemical analysis. "Heat Treatment Cycle. Mc«.h anical T
Microstructure analysis for all castings.

-~ Yisual inspection for castings.

- ;i-inxbga(mld be da;\' st mpcd b‘ thzrd pdr’t\ mxpeuxon agency. Details of stanp

cxuib

IDENTIFICATION

¢ identified with the maker's insignia, the casting type. and s erlal number,
neity shall be cast on each rrunnion side of the mould in minimum 100

1 the wide-end-up orentation.

Custings sl b
“or moulds, the d
sadable in

TEST CERTIFICATES

the terms

analysis,

compliance with
cycle. microstructure

casting showing
heat treatment

Certification shall be supphied with each ¢

specification relating to material chemistry.
ardness and the dimensional condition as per clause-4 and inspection report as per clause- &
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b s S om0

§ i
U i sl LWy
P I Sah P i S |
o S

e e I

K

H

;
N
N

|

KD % Sunil Kumar

e

iy

|
|
|

“

w3



2
4

i PLANT PIRC

n ol ] 5 PRSI U A )
POFED . HARDOWAR

HASE !

)

SPECIFICATION

Cage

-

FF 63073 Reyv 1|

SN Revision | Revision
No. “date

REVISION RECORD SHEET

Nature of Changes

 changed:

l =1 |

) 01 01 7 1781717 | -Chemical compesition as pér clause 3

.S = 0.06% min. changed to 0.04% min.
 CEV =4.2% min. changed to 4% min.

» |

i ' -« ke E

-Magnetic Particle Testing removed i

¢

from clause 9 of specification.
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