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C A S T A L U M I N II M A L L 0 Y- 
Copper Nickel Ma~nesium 

1. ACKNOtiliLEDG34ENT: 	A vendor must mention this speci£ication number in e ►11 quotations 
and when ackncwledging purchase orders. 

2. USE= 	Primarily for air-cooled cylinder heads. 

3. COMPOSITION; 	Copper 	3.7 	- 4.5 	Iron 0.8 	msx 
Nickel 	1.8 	- 2.3 	Silicon 0.6 	max 
Magnesium 	1.2 	- 1.7 	Other Impurities, each 	0.03 max 
Chromium 	0.15 - 0.25 	dther Impurities, t otal 	0.1 	max 
Titanium 	0.07 - 0.18 	Aluminur.i remainder 

4. CASTIIJG: 	(a) All the metal which is melted for castings shall conYorm to section 
iS 	ngot•, gates, risers and rejected castings, may be ussd but shall first be 

conv ert ed into sueh ingot. 	 • . 

(b) During melting, the metal shall be heated to not over 1450°F. 	The 
metal being po~ed into the mold shall not exceed s temperature of 1450°F. 	Written 
permission muat b e obtQined from the purchaser by letter or by revising the 
physioal properties on the drawing before deviating f~om the requirements of this 
paragraph. • 

(c) The metal for~making tensile test bars of the standard size for test- 
ing shall form a part of the melt or heat which is used for the ce ►stings. In 
event the mete~l for the oastings is gin ean sny treatment such as fluxing, or cooling 
and reheating, the metal for the test bars shall form a porticn of the metal so 
treated. The metal for the test bars end castings may b e separsted into lots for 
pouring. but the variation in t~perature bet=xeen the lots in the pouring ladles 
shQll not exceed 20°F at the time the final temperature readir~; is macie, which shall 
be immediately before pourino into the molds. The mold shal.l be made with the 
regular foundry mix of green sand without using chills. 

5. HEAT TREAT~T: (a) The test bars, together with the castings which they represent 
shall be heated uniformly to 960° - 970°F, held at heat for not less than 6 hours, 
then removed from the furnace and allowed to cool in air. 

(b) The test bars, together with the castings which they represent, 
shall be reheated uniformly to approzime~tely 550°F, held at heat for not less than 
2 hours and cooled in sir. Tne t~perature may be varied to produce the hardness 
specified. 

6. HARIRdESS: (a) Castings as supplied f'or machining shall have a hardness within the 
imi~ ts of Brinell ?0 - 85, using 500 Kg load and the 10 mm ball, or the equivalent,. 

or Brinell 75 - 90. using 100Q Kg load e~nd the 10 mm ball. 

. 	(b) Assembled cylinder heads shsll have a hardness within the limits of 
Brinell 60 - 75, using 500 Kg load e ►nd the 10 mm ball, or t he equivalent, or Brinell 
65 - SQ, using 1000 Kg load and the 10 ~n ball. (This does not apply to rough 
castings as purchased). 

(c) The spot for the Brinell shall be indicated on the drawing. 

Gopyright 1942 by Society of Automotive Engineera, Inc. 	Printrd in U.S.A. 

SAENORM.C
OM : C

lick
 to

 vi
ew

 th
e f

ull
 PDF of

 am
s4

22
0

https://saenorm.com/api/?name=b02c132c1f2e5e236cf1c07b50ec72b7

