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1. ACKNOWLEDGMENT: A vendor shall mention this specification number and its revi-
sion letter im all quotations and when acknowledging purchase orders.

2.'ACOMPOSITION:

Geppor 4.0 5 o0
Silicon 240 = 3,0
Iron l.2 max
Mangane se ' 043 max
Zine 0.3 cmax
Titanium 0.2v" max
Magnesium - 0505 max
Other Impurltles, total 043 max
Aluminum " remainder

3. CONDITION: Solution and precipitation heat treated,

4. TECHNICAL REQUIREMENTS: ‘ ,

4,1 ggsting:

4,1.1 |o lot of castings shall comsist of not more than 1000 pounfis of cleaned
castings of the same part number, produced in a pouring period of not more
than 8 consecwtive houfs from molten metal consisting of ihgot from & single
heat, and gates, risers and defective castings from that hpat of ingot. When
the lot is chenged by reason of a change in the heat of ingot used in a re-
melting or holding pot, foundry scrap from the precedlng lpt may be used,

4,1,2 |Castings, after removal from molds, shall be cooled at ratps which will be
as uniform &s practicable for castings of each part numberie

4.2 Test Specimens: Tensile test specimens, and chemical analysfis specimens when
required, shall be cast with each lot of castings, and when requested, shall

be~supplied with the castings.

4,2.1 Tensile Test Speclmens- Shall be stendard (O.5-inch diameter at.the reduced
parallel section) and shall be cast to size in permenent molds. Metal for the
_ specimens shall be part of the melt which is used for the castlngs.

4.2.2 Chemical Analysis Specimens: When required by purchaser, shall "be of size
and shape agreed upon by purchaser and vendor.

4,3 Heat Treatment: All castings and tensile test speclmens representing them
shall be heat treated as follows:
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4.3.2 Tensile test specimens from each lot, to
after solution treatment as in 4.3.1,

-2

4.4 Tensile Propertiés:'

Specimens:

4.,4.1 Tensile Test

Tensile

Strength, psi

Yield Strength at 0.2% Offset or at 0.0083 in.

in 2 in. Extension Under Load
 Elongation, % in 2 in.

Tensile

4.4.2,1 (Conformance
castings,

Strength, psi . '
- Yield Strength at 0.2% 0ffset or-at 0.0072 in.

in 2 in. Extension Under Load (E=10,300,000), psi
- Elongation (Round Specimens); % in 4D

5. QUALITY:

(E=l0, 300,000), psi

4.4.2 Tensile Properties of Castings: When tensile properties of actual cast
determined fpr acceptance, not less than 4, and preferable 10, tensile
specimens shall be cut from thick and thin sections.
specimens selected shall conform to the following:

to these requirements may be used as basis for acceptance

4.5 Hardness of Cagtings: Except at sprues and risers the castings shall hay
of Brinell 80-110 using /500 kg load and 10 mm ball or 1000 k
ball, or Brinell 854115 using 1000 kg load and 10 mm ball,

4.3.1 Tensile test specimens from each lot, together with production castings, shall
be heated to the proper temperature and for the proper time for solution treate
ment and quenched at a rate not faster than that
which is boiling at the time of immersion,
specimens shall be put into a batch-typ
into a continuous furnace at intervals

produced by immersion in water
At least one set of tensile test

© furnace with each load of castings or
of not longer than 3 hours.

gether with production castings, shall,’
be heated uniformly to not lower than

290 F, held at that temperature for.not less than 1.5 hr and cooled in air. At
least one set of tensile test specimens shall be p
with each load of castings or into a continuous fu
longer than [F hours.
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|51 Castings shall be uniform in
materials and from internal
performance of parts,

15.3 Radiographic and.other quali

quality and condition, sound, and free from foreign
and external defects detrimental to fabrication or to
Castings shall have smooth surfaces end shall be well clean-

}5¢2 Unless otherwise specified, castings shall be produced under radiographic control,
This shall consist of radiographic examination of castin
technique, which will produce castings free from harmful
tablished for each mold, and of
tenance of satisfactory quality.

gs until proper foundry
_ ! internal defects, is es-
production castings as necessary to ensure main-

ty standards shall be as agreed upon by purchaser and
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