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SNCOPE :
his specitication governs the auality of cast fron Tlems  of various sizes - used for
production o steel ingots o Steet Melting Shop.

APPLICATION ‘

[he material shal! be used as wols & tckies for production of steel mgots.
COMPLIANCE WITH NATIONAL STANDARDS

This specitication in generel ix-based orn Indian standard 1S 3005 Part 1§ 1479,
Reaitirmed 2003, First revision .
s ¥’ * ” L4

CON l)l'l'l()i.\’ OF DELIVERY

-The castings shall be produced from high carbon iron solidifving ro provide a stricture
contatning large tlake graphite within a matrix consisting of free territe and coarsg
lamellar pearlite phase.

-Massive tree-carbide phase und gonin boundery irec-curbide phase shall be absen. o

the matrix. ' 1
-The Cast Iror ltems  shail be produced in accordance with the details of the drwv o
reterenced and designated on the vuretase order. '

-The internal mould profile shall b ~vmmerrieal, |
-The internal surface of moulds shall have a continuous planc-of-taper along cach i i

and along cach comer. The internal faces and comers shall be smooth and free o 0
significant porosity and non-met:'He inclusions. : > mlliat
-External surtaces” shall be free trom -significant defects and  from - protrasion:
imperfections likely to impair saten conditions during use.

-Where: miachined. surfaces shail be frec. from: significant porasity and ron.m.
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z CHEMICAL COMPOSTION -

L he material shall conform to the tollowing chemical composition.when it is analvzed

accordunce with IS 228-1959 © any international  standard’ validated instramental
methads. .
T ELEMENT ST MmN T MaMAX
’ e e |
| i = 150 180 ‘
Mn 0.30 o
T' 0T 0.06 0.08
WYy B 3 L e 0.03 A~
ST R - 0.003 ;
- T TR ' = 008 i
CEV( Where CEV - C+ Exiii“-fiwz{_ L_ dRT | A3

Where the iron used is produced as direet iron or * “first hmOn wron” trom the blast furnace. the valies
of C and Si may be amended by agreement.
6, HARDNESS

The hardness ot the (d\t Iron llcnm ot mass less than 15 tonnes shall not excedd 140 1B
and tor mass more than 13 wones it shall not exceed 130 HB

=

FETTLING

Primary fetiling of castings involve temoval ol stubs of riser-feeders and stubs of in ‘waie
The use of any type of burning thermal technique to aid such fettling shall not be pun.um,

chined nomual o the centerline of e

e B LY ? 'n"hm_ of u.aslmg: detects from the
SRS ¢ impatring the service behaviour ana‘:
'~-Ehc s ul .m} t\pc of bumm‘r/thermal technigae shali noi bo

N

mﬁq. guratfo sh‘xli: e
Maintain the drawing detincd section profile.

Maintain a continuous pl ':u.-or-tapgr along cach face and along cack comn
internally for the length of te mould.

Localized indentations in the intemal mould surfuce lrom rt‘mm.n of Gusiny
deftcts are not a..upm(*lc
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¥, HEAT TREATMENT } :
The Cast lron Ttems $hall be stress relieved by heating 10 a temperature of 700-7507C and
soaking for 10-30 hours depending upon the thickness of the casting and by covling slowlv
at the rate of 40 °C ‘br in the fumace ll the temperdture of 230 7C is anained.

Soaking Hours:
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Casting T hukness(mm} _e aatmg Wt(Tonnes) | Min.Soaking Hours f
. >300 mm el S 12
200-30mm 2550 : 8
B 1525 . o el | S
49 100-150 1 3-15 4 v e

Fnr eskr\ increase in thickness of 25 mm. Soakmu hours to be increased by by 1 Hour.

9. INSPECTK)N

o CFFP reserves the right 1o withess: lhlrd party inspection for the testing ol the matcrial ut
supplier’s works and thereiure the su phu shall votify his readiness for mspcu R
casting in advance. : :

e Scope of third party mspection:

-Witnessing the Chemical analysis. Heat Treatment Cycle. \Iuhamcal Tcs’xns_.
Microstrueture analysis tor all castings.

-Inside and outside Magnetic Particles Testing for castings ot wetght more thun
25 Tonnes. Visual inspection for castings of weight less than 25 Tonnes,
o CFFP may. at its discretion. test the casting after receipt and acceptance of the castng

will be based on the CFFP'S fest results. -+ »

10, IDENTIFICATION

showing compliance with thie terms of thes
- freatment Lw.le MICTostructure analivsis,
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