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1. ACKNOWLEDGNIEPTT: Vendor shall mention this specification number and its revision 
letter in ~.11 quot~.tions and when acknowledging purcha.se  orders. 

~2. COMPOSITION: 	 « 

Silicon 6.5 - 7.5 
I~a,gne s,ium 0. 2- 0. 4 
Iron 0.6 ma.x 
Copper 	 ~ 0.2 max 
Titenitun 0.2 max 
Manganese 0.3 ma.x 
Zinc 0.3 ma.x 
Other Impurities, each 0.05 max 
Other Impurities, total 0.15 max 
Aluminum remainder 

~. CASTII~G: (a) All the meial which is melted for castinge shall conform in coraposi- 
tion to sect~.on 2 above. 

(b) A lot of ca.stings shall be not more than 1000 pounds of clea.ned 
castings produced in a Pouring period of not more tha.n S consecutive hours from a 
melt consisting of ingot from a single heat and gate~, risers and defective castings 
from the sa.me melt. When the 2ot is changed by reason of a ch~.nge in the he~.t of 
ingot used in a remelting or holding pot, foundry ecrap from the prece.ding lot may 
be added to the melt. 

(c) Castings after remov~,l from the mold, ahall be cooled at a rate which 
will be as uniform ae pra.cticable for each casting. 

4. TEST BARS: (a) Tensile test bara shall be cast to represnet each lot of castinga 
unless otherwise specified. Test bara are to be supplied with the castings when 
requested. 

(b) Metal for casting tensile teat bars sha11 be p~,rt of the melt which 
is used for the castinga. In the event the met~.l for the castinge is given ang 
treatment, s~:~h as fluxing or cooling and rehea.ting~ the metal for the test bare 
shall be a portion of the metal ao treated, a.nc. during such treatment shall be 
he~.ted to the saane maximum temperature and held for approxir.lately the same length 
of ttme a.s the molten metal for castings. The temperature of the meta.l while 
pouring test_bars.shall be not lower than the temperature of the melt while pouring 
castings. The mold ahall be a test bar permanent mold. 

I5. AEAT TREATMEIIT: -All castinge and test ba.rs representing them sha.11 be heat 
treated as followe: 
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(a) The test baxs, together with ax~y portion of the ca.stinge. which they repreeent, 
shall be heated to the proper temperature`and for the proper time for eolution 
treatment and quenched at a rate not faeter thaa the.t produced by immereion in 
water which ie boiling at the time oY immersion. 

(b) The teet bare, together with ai~y portion of the castinge which they represent, 
shall, after the solution treatment as in paragraph 5(a), be heated uniformly to 
not leee thea 300°F, held at heat for not lese tha.n 1-1~2 houre and coaled ia air. 

6. PflYSICAL PROPERTIFS: ~a) IInlesa other~vias apecified, test bare poured a.nd treated 
ae Bpecified in eections 4 and 5 shall conform to the following minimum phyeical 
property requiremeats: 

Tenaile Streagth, psi 	 33.000 
Yield Strength (Offset 0.2~). psi 	 22.000 
Equivalent Eatension Under Zoad~ inch in 2 ia. 0.0084 

Elongation, ~ in 2 in. 	 3 

(b) The haxd.neae of the castings shall be within the limite 
of Brinell 65-95 using 500 kg load and the 10 mm ball, or the equivalent. or 
Brinell 70-100 using 1000 kg load and the 10 mm ball. 

(c) If-castings are cut for examination, the average valusg 
for phyeical progerties ob~ained from not lees than 4, preferably 10. epecimens 
taken from thick ~.nd thin sectiona of the caetings shall be not lese tha,n the 
following: 

Tenaile Strength, psi 	 24,750 
Yield Strength (Offset 0.2~), psi 	 16,500 
Tquivalent Eateneion Under Load~ inch in 2 in. 0.0073 

Flongation, ~ in 2 in. 	 0.7 
Brinell Baxdness 	 Same as i.n 6(b) 

7. Q~I~1'Y: (a) Castings ehall be of uniform quality and coaditiAn, and free from 
defecta detrimental to fabrication or to performance of the paxte, If in~urioue 
defecte are revealed during fabrication, caetinga aha,ll be sub~ect to re~ection. 
Castinge ahall ha.ve smooth eurfacee and ehall be vrell,cleaned. 

(~b) Ualees otherwise specified~ castings shall be produced under radio- 
graphic control. This ahall coneist of radiogr~,phic eaaminat ion pf caatinge 
until proper foundry technique, which will produce castinge free from harmful 
in~ernal defects; ie established for each mold. 

(c) 8adiographic and other quality etandarda ehall be as agreed between 
purchaeer and vendor, 

(d) Castinge and paxts made therefrom aha11 lpe sub~ect to ezamination 
by ~ny method which~ in pur.chaser~s ~wdgment, will reveal deiects. 

(e) Castings ehall not be repaired by plugging, welding or oth~er methode 
without v►rit~en permiasion fro~ the purchaeer. 

(f) Caetings ehall not be impregnated~ chemically treated, or Goated 
to pxevent leaking, unless specified or allowed by written permiesion which 
et~tes the method to be ueed. Impregnated caetings ehall be marked "I1~". 
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