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A D Technocrats
Service report for repair of coal mill separator rotor shaft dated 27.11.2021


The shaft was received by M/s A D technocrats on 28.10.2021 for repair of NDE side bearing 
size. After thorough check we submitted the offer for same. Initial UT results showed fusion 
error which were further justified when we took an undercut and shaft was preheated to 
start welding, a neck crack was visible which was when gauged and it was confirmed that 
earlier shaft was repaired using Bush sleeve method. 


After submitting initial report of repair, we recommended to remove the old bush and built 
up entire area with welding to clear the final UT results and provide more strength to shaft 
bearing area for longer life. 


Picture of repair of shaft are as below: 








Images of shaft after precept and 
removal of old bush and after DP 
test  it was verified that there is no 
further defect in shaft and it is 
ready for repair built up.
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The shaft was repaired using below procedures: 


1. Initial UT of the shaft was done to confirm any kind of crack of any defect. It was found 
that fusion defect is showing in worn out area of NDE side. 


2. It was confirmed with further investigation after precept that shaft was repaired earlier 
suing bush sleeve method


3. After removing the old bush UT test and DP test were conducted to ensure that shaft is 
free from any kind of defect and ready to built up. 


4. Before starting the welding the shaft was preheated upto 125-150 deg C as per the carbon 
equivalent of MOC. After heating the shaft the welding was started and interpose 
temperature was maintained to avoid any kind of welding defect. 


5. Each pass of welding was monitored and slag was removed with pneumatic chipper 
machine and with wire brush. 


6. After the built of weld, shaft was prepared for machining and size of 110 mm did with g6 
tolerance is made. 


7. After the final size was made the final UT test was carried and it was found that shaft is 
free from any defect and is now ready for dispatch. 


8. Final UT report is also enclosed with this report. 
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