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1. ACKNOINZIDG?AENT: A vendor must mention this spec~fication numbsr in all quotations 
and when acknowledging purchase orders. 

2. 	COLIPOSITION: 	 Copper 4.0 - 5.0 
Silioon 2.0 - 3.0 
Iron 1.2 	max 
Manganese 0.3 	max 
Zinc 	 • 0.2 	max 
Titani wn 0.2 	max 

, 	 Magnesium 0.05 max 
Other Impurities, each 0.05 max 
Other Impurities, total 0.15 max 
Aluminum reQaainder 

3. CASTIr?G; (a) All the metal which is melted for castings shall conforrs to section 2. 

(b ) Dtzring melting the metal shall be heated to not over 1450°F if any 
seotion of the casting is 1/8 inch or less; or to not over 1400°F if all seotions 
are more than 1~8 inch. Written permission must be obtained from the purchaser 
by letter or by revising the drawing b efore devie.ting from the requireQnents of 
this paragraph. 

(c} After the casting teohnique whicti produces satisfaotory castings 
has been determined, the temperature of the molten metal, the te~nperature of the 
mold and the time in the mold shall be held as close as possible to produce the 
established structure. 

(d) Castings after r enoval from the mold, shall be cooled by a uniform 
method so thnt the rate of cooling will be the same for each casting. Cooling 
in pilos is definitely prohibited. 

~e) The molten me+~l for making tensile test bars of the standsrd size 
for testing shell be taken from the same melt as the castings, poured under 
conditions to produce the sar~e structure as that of the castings and coolad unc3er 
the same conditions as the castings. 

4. HEAT TREATMENT; (a) The test bars, together Kzth the castings which they represent, 
shall be heated to the required tamperature and time f'or the solution treatment, 
snd quenched in water which is boil~ng before the guench. 

(b) The test bars, togetner with the castings wliich they represent, 
after the solution treatment as in paragraph 4(a) s:zall be heated uniformly to a 
minimum temperature of 300°F, held at heat for not less than 1-1/2 hours and cooled 
in air. The hardness of the castings shall. then be Brinell 70-100 when tested with 
a 500 k~ load and a 10 r~~ ball, or the equivalent. 
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5. TFxiT BARS: (a) Unless otherwise specified, tensile test bars shall be aast to 
represent eaoh lot of inetal, or the oaetings of each different part number, 
but in no case she~ll the test bars represent a longer period of aasting than 
8 hours. Three test bars snall be supplied with the castings, unless otherwise 
o rd er ed . 

(b) Unless otherwise speoified or noted on the dravring, the test 
bars poured and treated as speoified in sections 3 and 4 shsll aonform to the 
following minim~am physical properties; 

Tensile Stremgth, lb per sq in. 	 38,000 
Yield Strength (0.2°~ Set), lb per sq in. 	 26,000 

Equivale~►t Extenaion Under Losd, inoh in 2 in. 0.0094 
Elongation, f in 2 in. 	 2 

6. QUALITY; (s) Castings muat be homogeneous and free from shrinkage defec~s, 
craoksl,~lowholes, porosity, hard spota, foreign matter, and other in~urious 
def'ects, ar~d muat not disolose defeots during machining. The aastings shall 
be 8mooth and ~rell clea.ned. 

(b) Castings when brokem for fraot~are test must show a uniform oolor 
and ba aubstantielly free frorn oxidea~ and other defects. 

(o) Castings me~y be sub3eot to z-ray examination for blo~rholes, 
poroaity, shrinkage defeots, oreaks, and other internal defeota. 

7. PRECAIITIONS: (a) Casti ngs shall not be repaired by plugging, welding or other 
metho~s without written permission from the purchaser. 

(b) Castin~s shall not be impregnated, ohemically treated, or 
ooated to prevent lee.king, unless epeoified on the drawing or allowed by 
written permission which states the method to.be  used. Impregnated castings 
shall be stamped "IMP". 

(o) Ce►stings she~ll be of sufficient size to allow for finishing 
to blueprint requiremeats, but eacoessive size or weight will not be permitted. 

8. REPORTS: Ualess otherwise specified, the manufacturer of the aastings sha.11 
sup~y~hree aopies of a notarized report of the ahanical composition and the 
physical properties represeanting the oastings. This report shall include the 
reaul~s of each bar tested and the ide~tifiaation of the bar, part numbers, 
quantity of eaoh pnrt, material speaifioe.tion number, and purohase order number. 

9. IDEPIITIFICATION: Csatings st►all be identified in accordance with .~J1S 2804. 

10. Al'PROVALz (a) IInleas otharwise ordered, sample oastings from new or reworked 
mo s shall be approved by the purohaser before production aastings are 
supplied. A ohange in gating shall not be made after approval without notifying 
the purohsser. 

(b) A ne~w oasting mnnufaaturer must submit a csating, made from t he 
purohaser's mold, whioh is eatisfaotory before supplying production oastings. 
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