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CAST IRON ITEMS "
- y
¥ H
1 . SCOPE ;
; his specilication governs the quality of zast iron ltems of various sizes used for |
i praduction of steet ingots  in Steel Melting Shop. !
~ |
1 APPLICATION i
[ he material shall be ased as wols & ackles for production of steel ingots. §
p— ;
LA COMPLIANCE WITH NATIONAL STANDARDS i
§
. Phis specification in ‘, neral is based on Indian standard 1S: 3005 Part If (19792
Reatlirmed 2003, First revision.
i 4 COMNDITION OF DELIVERY ;
! \ . . A : i
' - The castings shall be produced from high carbon iron solidifying to provide a structuie |

] containing L«.ng,u
tametlar pearlite phi
-Massive free-carbide phase and grain boundary free-carbide phase shali be abseri o

: the matris. ‘

-The Cast lron iteins shall be produced in accordance with th‘. details ot the drawing

referenced and designated on the purchase order.

-The mternal mould profile shall be symmetricai.

. ~fhe miernal surface of moulds shall ha\:c ¢ continuous plane-ot-taper along o

, ‘ andd along each corner. The internal faces and corners shall be smooth and {ree

significant pogosity and non-metallic inclusions.

-Externg! surfuces shall be free from \‘ign‘ﬁmm defeets and from nootee o

impertections likely @ umpaie satety conditions during use.

. : -Where maehined. surfaces shali be free from significant porosity und oy
: inciusions

~Castings shall be defeer free.

ke graphite within a matrix consisting of free ferrite and coarsc
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5. CHEMICAL COMPOSTION v
't he material shall conlorm w the following chemical composition when it is analyzed in
‘ i accordance with 1S -12308 or its equivalent national or international standard” or any
validated nstrumental methods for analysis of cast iron.
| ~  ELEMENT | %MIN | %MAX |
; e ——— R |
" Si T - A .80 §

< ¥ | S— i
, ¢ - » 0.04
E ~ M f i L 0.008
3 | S .
CEV{ Where CFV = C+Si4:P2) 4.00 | 430
- $ Where the on used s produced as diveet won or first fusion iron™ from the blast furnace. the ”
I ! = af Cand St may be amended by agreement.
= 6. HARDNESS
[ | Phe hardness of the Cast hron Hems of mass less than 15 tonnes shall not exceed 140 11
' i and for mass more than 15 tonnes it shall not exceed 130 HB. Hardness measurement
‘ standard should be relevant 187 ASTA Standard: any validated instrumental method in
'_.__.. accordunce with nationalinternational standard.
- .
| . 7. FETTLING
. i 5 Primary fetthing ol castings invalve romoval of stubs of riser-feeders and stubs of in-gai
' The use of any type ot burningsthermal rechnique to aid such fettling shall not be perm
F the end faces of the swuld castings shall be machined normal w0 the centerbine o
t casting as per drawing
!' Secondary feutling ot the casting is accepted in that some fettling of casting defects from the
I casting may be carried out without signiticantly impairing the service behaviowr und
performance of the casung. The use of any type of buming/thermal technigque shall not b
‘ permitted.
fhe fettling operation shali:
! e Mamtain the drawing defined section profile.
i « Mainain a continuous plane-of-taper along cach face and along cach
F internally tor the length of the mould. .
[ e Localized indenations in the internal mould surface [rom removal of custive
1 deftects are not acceptable.
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be Cast Tron Hen be stress relieved by heating to a temperature of 700-7507C and
for 10-30 hours depending upon the thickness of the casting and by cooling slowls
1 the rate of 40 °C Ju in the Turnace Gl the temperature of 2380 °C is attained.

HI AT TREATMENT

Soaking Hours: v .
asting Efnckm*m{us;ny . Casting Wi(Tonnes)  Min.Soaking Hours ‘

366 mm , se-100 .

200- 366 oun k]

,,....w-w—-—-'-"""é“‘!{'“/’ (iii N {’ -
4

109 h{}
“For every inerease in thickaess of 2 mm, Soaking hours to be increased by by 1 Hous

3

INSPECTION :

s (FEFP reserves the

uhi o witness/third party inspection for the testing of the ;
supplier’s works and therefore the \isp*];u shall notifv his readiness for mspection of |

asting 1 advance.
¢ Scope of third party inspection: .

1

-Witnessing the Chemiea ‘~zmzl\f\~§< Heat Treatment Cycle. Mechanical Testing.
Microstructure analysis for ail castings.

- Visual m‘\'pccts”': for castings.
- ftem should be duiy stamped by third party inspection agency. Details of sia

should be mentioned in inspection’ test report.

o N
Lo st 1
i

¢ CFFP may. at s disere e casting after receipt and aceeprance of the cast
will be based on the {,‘2 FE'S fest results.

HMONTIFICATION
ustings shall be identificd with the meker's insignia, the casting type. and seral nwmbe

meilds. the identiny shull be cast on gach rrunnion side of the mould in minimum f{%’ nu
ietters readable m the w kﬁ:»«uxaémﬁ orientation.

TEST CERTIFICATES

Cortification shall be supphied with each casting showing compliance with the torms of this
specification relating to material chenmustry. heal treatment cycle, microstructure analyvsis,
harduess and the dimensional condition as per clause-4 and inspection report as per cause- 9. I
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REVISION RECORD SHEET

Revisio Nature of Changes

{at
i -LU REMical COMpOSsItion as POl Ciausc
cnangea:
S = 0.06% min. changed to 0.04% m
LN +,2 /0 M, cnanged 1O 4% mi
-Magnetic Particle Testing removed
v clag 4 ) > -ii' SETatE
T Cidlsg O “S”\.\f 1CALI01
- T et
% S AR H
|
‘; MAR
i




