
ANNEXURE -IIB"
FOR BEARING HOUSING BLANK DRG.NO.3O52978

(New Drg no. cCF150/39491)

TECHNICAL REQUIREMENT OF CASTING Bearing Housing Blank Drg.No.3052978 (New Drg no.

Gcr150/3949L) AS PER sPECtFtcATroN - BoFoRS sTANDARD w3-2225-24 & Ncrc No.140-A To
SUPPLIED DULY HEAT TREATED AND RADIOGRAPHY QUALITY ASTME446 LEVEL-2 .

1. METHOD OF MANUFACTURE
The castings shall be manufactured from electric arc furnace/ induction furnace aluminum killed steel
through LOST FOAM casting Process only.

- 2. MATERIAL
2.1 Steel Grade: Specification BOFORS STANDARD W3-2225-24.

Or lS 10343:99, Gd 8Q Restricted %S & % P 0.035
2.2 Chemical Composition -

c% 0.22%-0.29%
. Si% O.3O%o-0.600/ov Mnyo o.so%-o.8o%

. S% 0.035% Max
P% 0.035% Max
Cr"/o O.9O%-L.2O%
Ni% 0.30%-Max
Mo% 0.L5 -O.25%

2.3 Castings shall be free from any kind of casting defects ru.fr., blow holes, cracks, sand inclusion,
shrinkage, Strains, pin holes, Flash, fins, scabs, Rat-tails etcthat will adversely affect the machining or
utility of castings.
2.4 Permanent marking for Drg no, heat number, serial number. RG OK, should be punched on each

casting at specified location in item drawing.
2.5 lron oxide coating (except at the place of permanent marking).

3. HEATTREATMENT
3.1 The castings are to be harden as per Heat treatment schedule no. OFM ITDS/ HTS Of item as per H-6
Hardening- heating to 650 0c (Soaking -2 hours) and raised to 860-8800c (Soaking -2.5 hours ) followed

\, by Oilquenching
3.2 The castings are to be Tempering as per Heat treatment schedule no. OFM lTDS| HTS Of item as per
T-19 Tempering- - heating to 5400C-5800C (Soaking -4hours) and followed by Air cooling
3.3 HT should be carried out after clear the casting with Radiography Test Level-tt .

3.4Heat Treatment & SR graph will be required along with castings.

4. Mechanical properties:
4 1 Hardness: 235 -285 HB

4.2 Proof Stress (Rpo,2) -600 N/mm2(min)
4.3 Ultimate Tensile strength (Rm) :-800-950 N/mm2
4.4 Elongation afterfracture (Min)(As):-10%on 5.65 under root'A'
4.5 Reduction of Area (Z) :25% Min
Body hardness of each and every casting is to be checked to ensure that prescribed hardness value is
achieved. -
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SIENXG
! Br>*rrBq are to be fettled / well dressed.
5-? errrE fettling, minor harmful defects are to be weld repaired if required & welding electrode used
-fu:ilrror weld repair shall be O.K. 78.15 of M/s Esab (to be used before HT) .

5, NB$|oNAI & RADIOGRAPHY EXAMINATIIONS.

; i 1mi6 dimension checking required as per Drg. No. 3052979(New Drg no. GCF/50139476)
: i After dimension checking 100% casting to be subjected to radiographic test (Gamma rays) as per
'=€rant RG standard ASTM-E 446-1,5 & acceptance criteria is RG level-2
i 3 After dimensional checking / radiography test, Die Penetrate (DP) test is required and if minor defebts
:re observed on the surface, same can be weld repaired with.specified welding electrode i.e O.K. 78.16
rf M/s Esab.

7. DOCUMENTS & TEST CERTIFICATES:

ihe supplier shall furnish following Test certificates /Reports along-with each supply
7.1 Hardness test report in the as supplied condition. (From NABL approved Lab.).
7.2 Chemical analysis report. (From NABL approved Lab.).

7.3 Radiography test report for i:OO% casting along with R.G film (From NABL approved Lab.).
7.4100 % dimension report.
7.5 All instruments and gauges for test & measurement should be calibrated .

7.5 Die penetrate test report 1007o casting .

7.7 Challan Number.
7.8 HT & SR graph.

8.lnspection Authority: GENERAL MANAGER (OFM)or his authorized representative
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