PLETrS

A A K b 4 R TR e b e R e 1 e b B A A C e e e e

RGs -

STEEL

T ROLLED

Lenp

OF SHEET

No.

'SHEET

.

st
]

s 3
9

b

w.
RO I %
Sl et
e

i

\%w,k%&? 3

W
;

i
B Ao

iy
nF 2




Z*ISIZING

.hzbf,rings (mm)

:jand shaped profiles for'Véywur purpose.,

””jroillng mill as per the manufacturer s

;From hho to 1295 o }5'”
‘“5From 340 to 1100 mm'
fff;From 70 to 200 mmy
755;From 50 to 120 mm } _
W?From 55 to 360 vx. Kgs,

riné$; havipg’thickness not less than

ale 1imit deviations from nonminal

-

a‘f}ecifications pertain to hot rollegd steel
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idth*and height of ridges +3
\?Width and depth of grooves +3

o e e
]

-

than 355 mm

_s, having internal dia, 1ess

e

mensions, grade ~of steel and shape

ji;ch<3ase,'are agreed by the manufacturer
Ti r, as Per specifications, approved by g

of manufacturrng plant and consumer, _§

h'niéal* requirements

st“delivered'should correspond to the

this*document and agreed specifications.

'7ire manufactured from the following grades

L‘eel 10 15 ,20, 25 30,35 40, 45,50,
2ok 55, 60 as per GOST 1050 - 7h;
ughly slloyed Steelst: 40x, 38 XC,
2oxtcn , 25 XICA, 30 X[CA , 20 XCHP
5 - 71 \.L! X‘ISCT LUX15 as per GOST

L e -

,istant and high temperature steels.
per Gosr 5632 -72

b

‘TY 14 - 1u1363 - 75
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41tdon of steels should corresﬁend to

.s given 1n Specified Standards.

‘tﬁreement between the Supplier amd the %

d‘sfmay be manufactured from the steels having

*gfﬁ(content of several elements, instead

fed ini GOSTS.

o

re suppliedxwithout machining in heat

r without5heat‘treatment.

‘ndraonditions of heat treatment are

: manufacturer.,_ On demand of Customer

S«
3

ubjected to heat treatment as per conditions

=ed with the manufacturer.

Applied being tested for mechanical proper-
;;trength ’ yield limit, relative elongation,

:LOD, impact;strength and hardness) or

-By 5 %
. - by 5%
f*“:ive elongation - by 25 %
ive reduction - by 20 %
'lt strength . =by 25 %

TY-1421-1363-75"
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tV:;ianufacturer and the customer.

paint orpdrilled and paid by the ‘customer

@@ﬁﬁzﬁing?ﬁ§6riiefthickness“xaétsfmtned;
ference‘betueen external and internal

) more than 80 mm » the mechanical proper-

'uced additionally. Value of reduction is

A‘;dvered,rings should have hardness, specified

'“”fns. agreed by the Supplier and the Customer.

i

'sions_and other defects dt
A . o

”5traces from dressing/defectslﬂ

:are:allowed.Lprovided they are within

or machining. Depth of surface defects

cutting out.‘ Burrs are allowed for rings
iameters 1ess than 400 mm thickness 1e3s
ght - less than 80 mm ‘or more than 170 mm.
=s of other dimensions, the burrs are

reement with Consumer.

';.t, whichhcannot be rectified , is found

fﬁhiﬁipls';ihs. i.e. of the rings,

;N?fufacturing or. some finlshed components,

befsupplied to customer with corresponding
>wering the multiplicity and weight,
=d part of ring should be painted with

aS'pertvalué

rwﬂucture of supplied rings should have
1 as accumulated slag 1nclusions, cracks,

,her defects. Microstructure is checked!
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Tf'rings should be free from cracks, scabs,ff
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relative tofpla

':cedure approved at the manufa

).\»:
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o f ring corners roum:l:f_ng> ofi‘ » should be

'ed the permissible limit deviations for

‘¥When checki
‘ 40" the
ne,. perpendicular/axis

imension.

of rings the

1jnce between the surface of ring and the

ids shaped rule, shouhi not exceed 5 mm.,

">‘I'\’PROCEDURES :

ﬂIDsof manufacturing plant.

si ns~and\s'1face finish are checked on

: presented for acceptance in batches,

*ficgs oféhexﬁame melting

;in the presented batch is not limited,
1gkrings of blanks of small meltingsv
w_el for open hearth steel) enough for
1lgs 1ess than 50 pieces,then 301ning
meltings’in one batch 1s allowed,

ch consistsfoffrings of the same steel

: =ated und reame conditions.

cturing plantm

fﬁor macro structure may be replaced by the

:‘ffting upon oonsultation with the customer.

ng the cocking of ri

(SRS ——

and heat treated
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A1 “iaaving‘depth upto 3 mm s is prepared
'[,;';"mi:ned or drilled) for hardness check
I2 - 59 on the surface of the ring. Check

~dness is carried out on 5 % of rings taken

i‘“but nct 1ess than on 2 rings of each

Teat is carried out w1th 10 mm ball under

;results?oféhardness test are unsatisfactory,:
re carried cut on two imprints made on

y.|OnC "of which is made naar to that masde

w0

“{;secondVoneAis made at diametrically |

3,InkQgge&of_pnsatisfactory results of |

'"ajreﬁéa%étheatafdare carried out on

na dness tests.‘

3

surfac(

\ardnessVitem b*

unsatisfactaryvﬂesults are subjected to repeated 4 heat

V'e'3 repeated heat treatments may be

'_jaﬁtity of temperings 1s unlimited

TYS14-1-1363 = 75 7




_ tructure of;rings is tested on”eross™
fff<en from one ring of each melting. 1f

" tests for macrostructure are not satis~;

',Qted tests"are carried out on doubled

i

-witt 1

oo s

':“ﬁg from the presented vatoh 1s subjected
”Tchanical properties (for tension and impact
J?ackage and impact test pieces are selected

ird part of ring thickness taken from

;’consideration of axis distance of .
qm thetsurface of rolllng ring 20 % 5 mm

no’ other requirements to test pieces

pecified 1in the specificatinns,  If the
l;sl(for teneile end for impact strength)
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‘ryﬁrrepeated tests are permrﬂﬂgklb
tlty_‘e;/ test pieces.

Pl \ ‘ { '
-i?tests ere carriaiout as per GOST 1497-73

1d test pieces, having Aia of 10 mm and
ength;

Z"trength test is carried out es,bar

TY 142121363 = 75
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rings are subjected to acceptance with

ftraétmeht aﬁd_tests.ara_carried out on heat

fﬂé,~£h§n7qaantiﬁy.of‘haat treatments snd repested

af#upgiied‘és_per{thgtbrEtically acceptad

”liﬁﬂébédifiéétﬁgqs; Thaonﬁt&caily accapted

’ad,taking'the helf of positive tolerances

te 3313q;aié,ngggtive;tqlerancas);fo:_riggfi

KING Aﬂd’bacungﬁféi:

rk of manufacturing plant, Grade of Steel

code) s conventional code of dimension, melting

"ring are stamped on tha face of euary ring

:/digite of marking is established - ‘

ﬂarking of rings in cold state

ng 13 upto 5 mm.

pair of ring.
‘Ah of ringa is accompaniad by a cartificate,
nufacturing Plant, grada‘of steel, melting No.(

,gs as per spacifications,lJaight and quantity E
M b'No., Nq;‘quthése specification, order

mical composition of steel, conditions of

heat'tpgatméqt;Qﬂar

;qgaEgnd,;qgt{p;gpes,wtqst results are specifiéd.




acroatructure,:

",elscted by nm Inspector s. and sent: to

':of factory for manufacturing macro sections_

re_is checked on tranauerse macro

o gitudin 1. and’ tran verse macro sections

R ‘lédiﬁgfthé~ccﬁtidg effact‘

frining of the surface , being ohacked,

 11ng of macro section should be carried out

Uniform and

\.tion uithout surface cold workings and surface bur

om o nemorsen

e
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0. templates . In this case, if

;orting, thebatch s teshpd on tvo macro templates,
nt rings

"ving flakea, ara rejected and not sub jected
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