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1. ACKfiOVVLEDGMEN'~s Vendor ahall mention this specificatior~ number and.its revision 
letter in all quotations and when acknoAledging purchase orders. 

2. CO1L4P0.SITION: 

Silicon 4.5 - 5.5 
Copper 1,0 	- 1.5 
B~agnesium O,L, - 0.6 
Chromium + Titanium 0.08 - 0.30 
Iron 0,60 max 
Manganese 0:30 max 
Zinc 0.30 msx 
Other Impurities, each 0.05 max 
Other Impurities~ total 0.15 max 
Aluminum remainder 

3. CASTING: (a) 911 the metal which is melted for c~stings shall be ingot conforming 
in composition to section 2 above; gates, risers and re3ected castings maq be used 
but shall first be converted into such ingot. ~.irnace or la@le additicns of small 
amounts of grain refining elements or alla~s are permissible. 

(b) A melt shall be the metal withdrawn from a batch furnace crarge of 
2000 pounda or less as melted for pouring castings, or when permitted by the 
purchaser~ s melt may be 3000 pounds or less of inetal withdraven from one 
continuaus tlxrnace in not more than 8 consecutine hours. 

4. TEST BARS: (e) Tensile test bars shall be cast with each melt of castings, unless 
othex~aise specified. Test bars are to be supplied with the castings when requeste 

(b) Meta1. for casting tensile test bars shall be part of the melt 
wrich ia used for the castings. In the event the metal for the castin~s is given 
ar.y tre~tme~tt, such as flwcing or cooling and reheating, the metal for the test 
bars shall be a portion of the metal so treated, and during such treatment shall 
be heated to the same maximuna temperature and held for approximately the same 
length of~time as the moltett meta.l for castings. The temperature of the metal 
while poUring test bara shall be not lower than the temperature of the metal 
while pouring csstings. The mold shall be made rrith the regular foundry mix of 
green sand without using chills. 

5. HEAT TREATMENT: All castings and test bars representing them shall be heat 
treated as follows: 	 • 

(a) The test bars, together with atiy portion of the castings which they represent~ 
shall be heated to the proper temperature and for the proper. time for solution 
treatment and quenched at a rate not faster than that produced by inmiersion in 
water which is boiling at the time of immersion. 
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5. I~AT TREATh1ENT: (con_tinued) 

(b) The test bars~ together with any portion of the castings which they represent~ 
shall, after the solution treatment as in para~*raph 5(a), be heated uniform~y to 
485°F ± 15, held at heat for not Iess than 5 hours and ccoled in air. 

6. PHYSICAL PROPERTIES: (a) L~nless otherwise specified, test bars poured and treated 
es specified in sections 4 and 5 shall conform to the following minimum physical 
proper~tq requi rements : 

Tensile Strength, pai 	30,000 
Elongation, ~ in 2 in. 	1 

(b) The hardness of the castings shall be eithin the limits 
of Brinell 65-86 using 500 kg load.and the 10 mm ball, or the equivaler_t~ or 
Brinell 70-92 using 1000 kg load and the 10 mm ball. 

(c} If castings are cut for examination, the average values 
for physical properties obtained from not less than ~., preferably 10, specimens 
taken from thick and thin sections of the castings shall be not less than the 
following: 

Tensile Strength, psi 	 22~500 
Elor.~atior. (rot~nd specimens) , ~ in 1,L 	.25 
Brinell Hardness 	 Same as in 6(b) 

7. UA~ I.ITY: (a) Castings srall be of ur.iform quality and condition, and free from 
defects detrimental to fabrication or to performance of the parts. If injurious 
defects are revealed during fabrication, castings shall be aUbject to rejection. 
Castin~s s.hQll hane smooth st:rfaces anc sr~all be Well cleaned. 

(b) LTnless otherwise specified~ castings s2-~a11 be produced un,der radio- 
~raphic control. This shall consist of radiographic examination of castin~s until 
proper four.dry technique, wh.ich will produce ~castings free from harmflal internal 
defects, is establishEd for e&ch pattern, 

(c) Radiographic and other quality standards sha]_1 be as agreed between 
purcr~aser and nendor. 

(d) Castin~s and parts made therefrom shall be subject to examina.tion by 
any method which, in purchaser~s judgment, will reveal defects. 

(e) Castings shall not be repaired by plugging, welding or other methods 
without written permission from the pUrchaser. 

(f) Castings shall not be impregnated, chemically tre&ted, or coated to 
prevent leaking, unless specified or allowed b~ written permission which states 
tre method to be used. Impregnated castings shall be marked "ItJIP". 

(g) Castings shall be of sufficient size to allow for finishing to 
blueprint requirements, btit excessive si•ze or weight will not be peratitted. 

. 

SAENORM.C
OM : C

lick
 to

 vi
ew

 th
e f

ull
 PDF of

 am
s4

21
4b

https://saenorm.com/api/?name=d778623f8427907b0d3aca57a2d84937

