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1. METHOD OF MANUFACTURE
I'hc castings shall bc manufacturccl frorn clcctric arc furnacc/ induction furnacc aluminum killccJ stcclthrough IOSI IOAM casting proccss only.

2. MATERIAL

2'l Stcel Gradc: spccification Gosl sIANI) ARD9/ / gg (iRADI 32 X 06 rr,casting group l,r2.2 Chcmical Composilion
c% 0.25%-0.35%
sio/o 0.20%-0.40%
Mn% O.4O%-O9O%
s%

P%

Cr%

Ti%

0.050% Max
0.050% Max
o.50%-080%
0.030%-Max

\sl

2'3 Castings shall bc frec from any kind of casting dcfects such as blow holcs, cracks, sand inclusion,shrinkagc, strains, pin holes, f'lash, fins, scabs, Rat tails ctc that will aclvcrsely affcct the machining orutility of castings.
2 4 Pcrmanent marking for Drg no, hcat numbcr, scrial nurnbcr. RG oK, should bc punchr_.d on cachcasting at specified location in item drawing.

2.5 lron oxidc coating (exccpt at the placc of pcrmancnt mrrking).

3. LTEAI_T8U\-T|V!ENT
3'1 l"hc castings arc to bc harcjen as pcr lle ;rt trearmcnt schedulc no. ol M / IDS/[.] IS of itcm as per, .l

Hardening hcating to 6lj0 0c (soaking 2 hours) and raiscd to gg0 g200c (soaking 2 hours +. t hrs /inch )followcd by Oil qucnching
3'2 Thc castings arc to bc I'empcrrng as pcr tleat treatmcnt schcdule no. ot M / lDs/HIS of itcm as perT'-19 Tempcring' hcating to 620 G50oc (soaking 4hours) and foilowcd by Air cooring3'3 tlr should be carried out aftcr crcar the casting with Radiography Icst tcver_il
3.4 Hcat Treatment & SR graph will bc rcquired along with castings.
3'5 All castings should be suitably hcat treated to attain thc spcciiicd mcchanical properties.

4. Mechanical properties:
4.1 Hardncss : 2.7 / 2g5 l1t)
4.2 Yiqld Strcss: 441 Mpa (min)
4.3 Ultimatc strcngth : G.3g Ml,a (min)
4.4 Llongation : t0 % (Min)
4.5 Rcduction of Area :-20% (Minl
4.6 lmpact Strcngth: 491 Kllm, (Min)
Body hardness ofcach and cvery casting is to bc chccked to cnsurc that prcscribcd hardncss valuc isachicvcd.
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5. FETTL]NG

5.l Castings are to be fettled / welldressEJ.
5'2 During fettling, minor harmful defects are to be weld repaired if required & welding electrode used for
MiNOT WCId TCPAiT ShAII bC - SUPERTHERM -NI (SPL) OF M/S D & H SECHERON ELETECH LTD. INdOTC ORo'K' 73.08 OF M/s ESAB OR TENACITO s5 OF ADVANT OERLTKON LTD. MUMBAT OR SUPER-LH (Ni)SpL OF
D&H (t) LTD.

6..
6.1100% dimension checking required as per Drg.No._1gg-g4-082.
6'2 After dimension checking 100% casting to be subleited to radiographic test (Gamma rays) as per
relevant RG standard ASTM-E 446-1'5 & and test method ts:2595.Acceptance criteria is RG level-2
6 3 After dimensional checking / radiography test, Die Penetrate (Dp) test is required and if minor defects
are observed on the surface, same can be weld repaired with specified welding electrode i.e.
SUPERTHERM -Nl (SPL) OF M/S D & H SECHERON ELETECH LTD. lndore OR O.K. 73.08 OF M/s ESAB OR
TENACITO s5 oF ADVANI OERLIKON LTD. MUMBAT OR SUPER-LH (Ni) SpL OF D&H (t) LTD.

7. DOCUMENTS & TEST CERTIFICATES:
The 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 1'Oo% casting along with R.G film (From NABL approved Lab.)
7 .4 1,00 % dimension report.
7.5 All instruments and gauges for test & measurement should be calibrated.
7.6 Die penetrate test report 100% casting.
7.7 Challan Number.
7.8 HT & SR graph.

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