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1. ACKNOWLEDGMENT: A vendor shall mention this snecification number
letter in all quotations and when acknowledging purchase orders,

2. COMPOSITION:

Zinc 2.50 - 3.50
Manganese 0.20 min
Silicon 0.30 max
Copper 0.25 max
Nickel 0.01 mex
Other Impurities, total 0.30 max
Magnesium remainder

3. CONDITIONY As cast.

4. TECHNICAL|REQUIREMENTS:

4.1 Cagtinz:

4,1.1 All mefal which is poured into castings shall conform in composfition to Section 1
2 above, The molten metal shall be subjected to superheating of other grain-

refinihg treatment.

4.1.2 A melt|shall be the metal withdrawn from a batch furnace charge| of 2000 pounds

or lesh as melted for-pouring castings, or when permitted by ¢

melt shall be 3000 pounds or.less of metal withdrawn from one continuous furnace

in not| more than. 24 consecutive hours.

4.2 Test Spebimens:( Tensile test specimens, and chemical analysis smcimens when re-

quired, phall be cast with each melt of metal for castings and,
shall be| supplied with the castings.
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4.2.1 Tepgile Test Specimens: Shall be standard (o s=tmer dtometer

%t the reduced

parallel section) and shall be cast to size in molds made with the regular found-
ry mix of green sand, without using chills. Metal for the specimens shall be
part of the melt which is used for the castings and shall be subjected to the
same super heating or other grain-refining treatment given the metal for the

castings.

4.2-.2 Chemical Apalysis Specimens: When required by purchaser, ‘shall be of size and

shape agreed upon by purchaser and vendor.

4,3 Phvsical Properties:
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5.3
5.4
5.5

6.

6.1

4.3.1 Tensile test specimens shall conform to the following requirements:

4.3.,2 Hardness of castings, except at sprues and risers, shall be not lower than Brinell

4.3.3

Tensile Strength, pei 24,000 min
Elongation, % in 2 in. 4 min
Hardness, Brinell 500 kg load and 10 mm ball 48 min

48 using 500 kg load and 10 mm ball or 1000 kg load and 9/16 in. ball, or Brinell
57 using 1000 kg load and 10 mm ball. '

If castings are cut for examination, not less than four, and preferabdbly ten, ten-
8ile test specimens taken from thick and thin sections of castings shall be
tested, Average hardness of such specimens shall be as specified in 4.3.2.
Average tensfYo properties shall conform to tThe Tollowing requirementis:

Tensile Strength, psei

18,000 min
Elongation, % in 2 1in.

1.0 min

Note: Conformance to these requirements may be used as basis for accpptance of
castings.
QUALITY:

5.2
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ten permission

Castinge shall

be uniform in quality and condition, sound, and free froh foreign
from internal and external defects detrimental to fabrication or to
parts. Castings shall have emooth surfaces and shall be well cleaned.

o specified, castings shall.be produced under radiographic control.
1st of radlographic examination of castings until propern -foundry
ch will produce castings free from harmful internal defects, is

r each pattern, and of (production castings as necessary tpo ensure
satiefactory quality. '

id other quality. standards shall be as agreed upon by purchaser and

not be repaired by plugging, welding or other methods, without writ-
from the ‘purchaser,

unless specified or allowed by written permission which states the methpd to be
used. ImpregnIte4—eae%4nge—shali—be—marke&—§MP.

not‘be impregnated, chemically treated or coated to prevent leaking,

REPORTS:

Unless otherwise specified, the vendor of castinge shall furnish with each shipment
three coples of a notarized report of the results of teste to determine conformance
of the castings to the requirements of this srecification. This report shzll show
the chemical composition of the castings, physicel properties of the tensile test
specimens, melt numbers, material specification number, Purchase order number, part
number, and quantity. If the accuracy of control is adequate, each melt need not be

analyzed, but the frequency of analysis shall be as agreed upon by purchaser and
vendor,
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