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1 SCOPE

1.1 This procedure describes the minimum required steps for heat treating the alloys as designated in LDB.

2 REFERENCED DOCUMENTS

2.1 HEAT SOP 0100, General Procedure for Heat Treating

2.2 Lab Data Base

3 DEFINITIONS

3.1       Terms are defined in HEAT SOP 0100

4 PROCEDURE STEPS

4.1 Load castings in the gas-fired or electric furnaces (ovens).  The gas-fired furnaces (ovens) are preferred.  

4.2 Check “Special Instructions” in LDB for restrictions for a particular alloy loading into cold (less than 600F) furnace (oven).

4.3 Check LDB for furnace (oven) Ramp and program controller with the correct Ramp up restriction.

4.4 Set soak temperature as indicated in LDB.
4.5 Time at temperature shall be 4 hours.  If the load has castings greater than 4 inches thick, add ½ hour for each inch over 4.  

4.6 Water or Rapid Air Quench per LDB instructions.  

5 FURNACE FAILURE PROCEDURES

5.1 If the furnace should fail in the indicated manner take the action designated.

5.1.1 If the furnace temperature runs less than 25 F below the set point then water quench at the minimum time at temperature.   If furnace shuts off or drops more than 25 F below the furnace Soak Temperature (as indicated in LDB), restart cycle and time at temperature. Avoid furnace cooling load if furnace is off for extended period.  Notify Quality Assurance.
5.1.2 If the furnace temperature runs less than 25 F over, return to the set point then water quench at minimum time at temperature.  If the furnace temperature runs more than 25 F over furnace Soak Temperature contact Supervision, Production Manager and Quality Assurance, give to inspection as a special group and hold for examination and disposition.

5.1.3 If the furnace cycle runs 1 hour longer than the indicated time.  Quench as normal and report load to Supervision and Quality Assurance.

5.1.4 If the furnace cycle runs more than 1 hour longer than the indicated time quench as normal contact Quality Assurance or Supervision for examination and disposition of castings.

